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Editorial Comment 





Metal Manufacturing Activity 


| HAT business is on the upgrade is a 


fact which the general public, and even the more skeptical 
usiness public, has recognized. That business in the metal 
roducts manufacturing industries is also on the upgrade 
s something that we have taken for granted because our 
ndustries follow the general trend very closely. To make 
sure, however, that we were not led astray by “glitter- 
veneralities”” 


was the purpose of the short survey made 
Meta INpUsTRY and reported on page 226 of this 
ssue. While this survey tells us nothing new, it does con- 
m and give satisfactory evidence that our business con- 
litions are decidedly improved. According to the National 
industrial Conference Board, and according to statements 
{ corporation earnings for the first quarter of 1937 (see 
ize 262 of this issue) there is no doubt that manufac- 
ng operations are very active. 
\t the time of writing, however, there seems to be, accord- 
y to verbal reports, in sufficient number to make them 
lid, a curious lull. Some branches of our industries are 
\tremely busy, others are temporarily (we hope) very 
juiet. Still others are “spotty”; busy some days or some 
seeks with dull periods between. Whether this condition 
s due to the numerous labor disturbances, whether it has 
een caused by or is the cause of the crash in commodity 
wes and stock market prices is impossible to state at 
(his time. Perhaps it is the result of over-speculation dur- 
ng the past few months. 
\ disquieting factor is the state of employment which 
‘ll lags behind especially in the construction, transporta- 
public utility and mining industries. The total of 
employed was 7,533,000 in March according to the Na- 
nal Industrial Conference Board. While this is about 
000.000 less than in March 1936 and almost 7,500,000 
‘*s than at the low point of the depression, it is still 
1929. This in the face of the 
n total employment between these two dates 
nly about 2,000,000, is due, the Conference Board re- 


to the growth in the potential labor force. 


W.000 above increase. 


r the cause, this weight of unemployment con- 
neavy drag. It means the continuance of huge 
expenditures for relief, direct or by means of 
ishes back still further the day of balanced 
neans continued anxiety about the public debt 


ibility of inflation. 
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Metal Prices Crash 


; past month has witnessed the end 
of an orgy of speculation in metals, an end which came 
sooner and more rapidly than expected by most of us, 
but which surprised no one. Lack of space prevents us 
from discussing in detail all of the metals, but copper, the 
outstanding example, has dropped from a high of 17 to 
the present price of 14, all within less than three weeks. 

Our statement in Metax Inpustry for March, that copper 
had enlisted for war still holds good. Statistics of the in- 
dustry for March show that the fall was not due to any 
change in the trend of the industry. Despite increasing 
production, world’s stocks of copper decreased 
20,000 tons to the lowest 


nearly 
level in years. 
We are still faced with the huge consuming power of 


the European re-armament program. 


World-Wide Electroplating Cooperation 


QO, R good impressions of the Inter- 


national Electrodeposition Conference recently held in Lon- 
don (see this issue, pages 212-220) were reinforced by the 
reports of Americans who attended and also at the present 
moment bv a this Dr. 
S. Wernick, Honorary Supreme Secretary of the Electro- 


Depositors’ Technical Society. Technically, industrially and 


welcome visit to 


country from 


no doubt, politically, this Conference has been immensely 
valuable. We wish that the United States, with the largest 
metal finishing industry and the largest electroplating 
society, had been the first to sponsor such a meeting, but 
we hope that the next International Conference, which is 
being planned for the United States, will redeem us. 

Congratulations to the British Society are in order, not 
only for their enterprise but also for their progressive 
spirit. It seems that they have no “class distinctions”; that 
all of their members have full rights without restriction 
because of the phase of metal finishing industry in which 
they are engaged; that “practical” and “technical” men are 
on exactly the same plane. There, perhaps. is one reason 
for their rapid growth in numbers and in influence. We 
in the United States, might learn something’ from their 
system under which practical and technical men work to- 
gether on the friendliest terms. 

We look forward to the coming Convention of the Ameri- 


can Electro-Platers’ Society as another step in this direction. 
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How Precious Metal Jewelry 


Is Made 


ae L. G. Balfour Company of 


Attleboro, Mass.. 


making of fraternity jewelry, among 


specializes in the 


other things. This jewelry is made 
entirely of precious metals, mostly 
gold in various alloys. The operations 
involved in the production of such a 
line are of course very delicate and 
skilled 


Also, much of the work is done by 


highly workers are needed. 
hand. However, a good deal of me- 


chanical equipment is required in 


order to reduce the hand labor as 
much as practicable and to insure 
maximum economy of production. 
Nevertheless in making this line of 
goods quantity production methods 
are not possible because the orders 
are seldom large, and the variations 
in design are so great that it is not 
possible to do much in the way of 
standardization. The result is that each 
order has to be handled separately, 
and the only thing that can be done 
to keep down costs as much as pos- 
sible is to have machinery which is 
versatile enough to handle as many 
of the operations as possible. The best 
way to see how this kind of jewelry is 
made is take a trip through the Bal- 
four plant and see how the orders are 


handled. 


Die Making 


When an order is received the first 
thing to be done is to make the de- 
After this has 
done it is necessary to make the dies, 


sign on paper. been 
and every order has to have its own 
die, or dies. A fraternity pin, or badge, 
is usually made up of a base piece 
and a panel which has colored enamel 
applied to it, the two being assembled 
at some stage of the process of pro- 
duction. Each part requires a separate 
set of dies. The dies are made of soft 
steel and are chipped out of a solid 
piece by hand by very highly skilled 


206 





assembling. 








Careful, accurate work is necessary in die-making, 
melting, rolling, stamping, finishing. enameling and 
Production and artisanship combined. 















By FRANCIS A. WESTBROOK 


Mechanical Engineer 


Much of the 


small and fine that it is done under a 


workmen. work is so 
magnifying glass. The design is thus 
produced in relief which constitutes 
what is called the “Hub.” The Hub 
is hardened in automatically control- 
led electrically heated furnaces (Leeds 
& Northrup of which there are several 





Fig. 1. The tool room 


in service). The Hub is then sunk into 
another piece of unhardened tool steel 
to form the female part of the die so 
that the parts may be stamped under 
a hammer, or struck. The female, or 
intaglio part is of course, hardened 
later like the Hub. 

Wherever there is lettering it is 
applied to the die by means of panto- 
graph machines, of which there are 
six in service, in whatever size is de- 


sired from a master plate of Britannia 
metal. The latter is made by a graver 
in such a way that it may readily be 
followed with the stylus of the panto- 
graph. This lettering is of course done 
before hardening, and in every cas 
the dies are carefully cleaned afte: 
the heat treating process so that they 
will be very accurate reproductions of 
the design. 


Precious Metal Processing 


The gold for making the jewel: 
is, of course, obtained from the Gov- 
ernment 24K fine, and is alloyed b 
fore any processing takes place. Gree: 
and white gold are used to some ex 
tent but at the present time the vogu 
is for yellow gold. The various alloys 
are prepared in the Alloy Department, 
where the metals are fused in earthen- 
ware crucibles in gas fired furnaces, 
and are then poured into ingot molds, 
Next comes the rolling of these in- 
gots into strips and this involves a 
very painstaking technique. 

In the first place the ingot is an 
nealed in a gas fired furnace in order 
te render its structure homogeneous 
so that it will roll 
ultimate thickness of the 


prope! ly. The 


strips de 








Fig. 2. The plant of L. G. Balfour Co., Attleboro, Mass. 
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the purpose for which each 
sed, and this of course de- 
he amount of rolling which 
essary. For LOK rings it 
in thickness, and this 
issing the 1” x 6” x 12” ingot 


2 In. 


the rolls about fourteen times. 
lls are set by a micrometer 
for each passage and it is neces- 


Fig. 3. The press room 


, to anneal the strip after every 
ling operation. Consequently it 
kes considerable time to prepare the 
etal for stamping, and in order to 

a supply of raw material on 
d for filling orders the Alloy De- 
iment is in continuous operation 
‘king strip for stock. Of course in 
where material 
needed it may be necessary to roll 


e cases thinner 
with 

annealing process after each re- 
tion. When reduced to the desired 
kness the strip is cut by shears 
pieces about 4” square and put in 
k and marked according to the 


twenty times, or even more 


oy. Most of the stock pieces are 
, in. thick and then if thinner pieces 
e required to fill an order they are 
led to the specified size. 

in selecting the thickness of mate- 
il for a given item it is necessary 
take into account how much it will 
thinned by the stamping process 
the die, so that the finished product 
‘ill have the proper pennyweight. 


Stamping and Finishing 
Operations 


come to the stamping 
‘ration. There is a large battery 
‘hand operated guillotine drop ham- 
ers for this purpose and a new bat- 
‘ty of pneumatic hammers with 
uble release valves, one for each 
iid of the operator so that he can- 
(strike a blow until his hands are 
it of the danger zone. Some pieces 
nave to struck several times and 
| ly once, according to the 
epth of the die and the thickness of 
“© metal. in other words depending 


We now 


thers 
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on the design. Annealing of the pieces 
is necessary between every strike. 
After the final annealing the work is 
pickled to remove dirt, grease and 
oxides. 

Trimming of the selvage edge is the 
next step, and this is done in two 
ways. For large orders it is done by 
means of male and female plungers 
on foot presses, but with small orders 
where it does not pay to make the 
plungers it is done by sawing by hand 
by operators at benches. When sawed 
it is necessary to file the edges very 
lightly in order to remove the burr 
which With either method 
there is a subsequent machine polish- 
ing operation to true up the edges 
and give the desired texture finishes. 

Then comes a buffing with felt, wire 
brush, or cotton using rouge or tripoli 
compounds according to the finish 
which is desired. 


results. 


Enameling 


Up to this point the pieces which 
compose a particular badge receive 


Fig. 4. The refining room 


much the same series of treatments and 
in most cases they stay together in one 
batch. But from now on for a while 
they are separated. Thus the panels 
which receive the enameling, and 
which fit into the base piece, go to the 
enameling department and the base 
pieces have other operations perform- 
ed on them in the meantime. First let 
us follow the panels. 

The enamel used here is a silica 
base fused with metal oxides to give 
the desired colors, and this material is 
imported from France. It comes _ in 
rather large pieces and must be re- 
duced to a very fine powder. This 
is a hand operation as the quantities 
used are actually small and it is essen- 
tial that the powder be exactly right 
as to the size of the particles, which 
must be very small. The powdered 
enamel is mixed with water to a pasty 
consistency so that it may easily be 
applied with a small spatula. Pieces 


struck for enameling of course have 
the metallic parts which are to show 
in the finished product raised, 
the which 


enamel recessed. 


and 
portions are to receive 
These 
are also roughened so as to hold the 
enamel. 

The enamel is applied by girls 
working in a closed room where all 
possible precautions are taken to ex- 
clude dust, as it takes very little to 
cause spots on the finished surface. 
The spaces are filled very full in 
order to have the enamel fill them 
thoroughly when it fuses. In fact the 
direct effort is made to have it flow 
all over the face of the panel during 
firing for it is an easy matter to hone 
off the excess, and it is absolutely 
necessary to have it completely fill 
the space allotted to it. Firing is done 
in an electric furnace in preference 
to a gas furnace, as the gases of com- 
bustion in the latter type of furnace 
liable to cause a discoloration 
of the enamel. It not infrequently hap- 
pens that the enamel does not com- 
pletely fill its space after firing, and 
in such cases the piece is sent back 
for a second application and another 


are recesses 


are 


firing. This is repeated as often as 
may be needed. Of course if anything 
but a precious metal were being proc- 
essed, or if a product were involved 
in which there was not such a large 
expenditure of skilled labor, it would 
probably be more economical to junk 
defective pieces than to spend the time 
to fix them up. But this is not the 
case with the jewelry industry. 
After the enamel has been success- 
fully fired the face of the piece is 
honed by hand to remove the excess 
and to uncover the raised metal por- 
tions. The hone marks are then re- 
moved by polishing with fine pumice 
on a felt wheel. The piece is next sent 


Fig. 5. The enameling room 


to the crib where it is held until the 
base pieces come in, and then the two 
sets are sent to the assembly depart- 
ment. 





Assembling 


Now let us return to the base pieces 
which have probably been having a 
work 


on them while the enamel was being 


considerable amount of done 


applied to the panels. For instance 
if the product is a pin the pin joint 
and catch would be soldered in place. 
If a ring, the base part would be bent 
into shape around a mandrel, by hand, 
and the soldered. 


ends Soldering is 


Fig. 6. The polishing room 


all done by the blow pipe method, 
with a quantity of pieces set up in 
position in loose or granular car- 
borundum which will catch and hold 
any of the precious metal which may 
drop into it in the soldering protess. 
The jewels, pearls or small diamonds, 
are put in place here. The holes for 
these are first drilled by flexible shaft 
drills and finally prepared to receive 
the individual jewels with a bow drill 
which permits of a very delicate and 
exact operation so that the stones may 
he set with great accuracy, both as to 
depth of setting to present a_ level 
surface, and as to alignment. 

hand work at 
benches. It consists of joining the parts 


Assembling is all 


together by riveting with very small 
hollow rivets which are peaned. tn 
some this 
press. 
product 


done on a 
After this the as- 
final 
polishing with rouge or tripoli, and in 
some instances, with a mild abrasive 
with a wheel. A dull 
finish is given by means of a sand 
blast unit. Most of the badges have 
some kind of lettering on the back 
and this is now done by hand by the 
Then 
spection and packing. 

The pieces which are handled in 
all of these operations are, of course 


cases may be 


drill 


sembled 


small 
receives a 


wood or steel 


engravers. comes the final in- 


very small and in many instances it 
would be very difficult, if not impos- 
sible, to hold them in the hand. Con- 
sequently jigs and fixtures are used 
extensively. Many of them are 
standard and can be used for a variety 


very 
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olf parts, but it is often necessary to 
make special ones for new shapes and 
sizes. Many orders are repeats, as the 
different organizations order badges 
for their new members, but there is 
a continual flow of new designs going 
through which that many 
skilled workers must be continually 
employed for the making of dies, jigs 
and fixtures. There is a large storage 
space devoted solely to dies, some of 


means 


which are used regularly and many, 
only occasionally. But of course they 
represent a large investment and must 
be preserved. 


There is also a plating 
where special finishes giver 
Rhodium plating is applied {giy) 
frequently, as are thin gold and oth 
platings to the cheaper products, Cp, 
tain oxides may be applied, as wel 
to bring out details of design, py 
these operations play rather a ming, 
part in the production as a whole 

The plant is equipped to make an 
thing in the fraternity jewelry |ip, 
and is the largest of its kind in th 
world, but the processes which have 
heen described cover the bulk of th 
operations carried on. 


Partmey 





Products 


practice for the 





Stampings for Plated 


A short story in pictures of British manufacturing 


high grade metal goods trade. 





Electroplaters have for some time 
had a growing realization of the im- 


Fig. 1. Hand work on a die 


portance of the base material upon 


which they deposit an electroplate. 


Fig. 3. Per- 
forating the 
rim of a 
casserole 


dish 


Manufacturers, unfortunately, he 
not yet awakened to the importa 


Fig. 2. Cutting a die for tea pot hand 


of this factor, at least in the Unit 
States. We noted with deep interes 
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Fig. 4. Spinning a casserole dish 





therefore an article in the British 
jeweller describing the stampings 


made by the firm of Henry Radcliffe 
{ Co. Ltd.. 29 Warstone Lane, Bir- 


Fig. 5. Forming cake baskets 
mingham, 18, England, for the elec- 
troplate and allied trades. 

This manufactures a 
tremendous variety of articles ranging 


company 


from hotel tableware to presentation 
The 


show some interesting aspects of their 


cups and_ bowls. illustrations 


Fig. 6. Blanking out the shapes 
for cake baskets. 
widely varied line and also how simi- 
lar their methods are to those prac- 
ticed in the United States. 








In the “Good Old Days” of Electroplating 


A glance through the Patent Office at an “improved solution” for nickel plating. A “fortune” in it! 








We are accustomed to look back 
with regret at the “Good Old Days.” 
Often they were “not so good,” but 
time seems to erase the unpleasant 
ind leave only the pleasant memories. 

It is when we look closely that we 
can discern the details and fine points 
which meant so much—hopes, fears, 
triumphs and disappointments. What 
we can still get from them today, how- 
ever, is a laugh. 

\ laugh is what we have below in 
the patent taken out in 1875 on an 
“Improvement in Solutions for Elec- 
troplating.” It may have been an im- 
provement, but if so, what could the 
rs have been like! 

For this indebted to 
George B 


re-runne 
relic we are 
Hogaboom. 
come such historical mate- 
that will 
nd to us anything which will tell 
101 for the 


il and hope our readers 


etter or worse, of 


Good Old Days.” 


Exhibit of Silver 


tion of silver by American 
rs, designers and crafts- 

held at the Metropolitan 
\rt. 82nd St. and 5th Ave.., 
rallery E 15, second floor. 


Will nue until May 23rd. 
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UNITED STATES PATENT OFFICE. 





HENRY G. COYLE, OF WEST MERIDEN, CONNECTICUT, ASSIGNOR OF ONE. 
HALF HIS RIGHT TO CHARLES H. SHAW, OF SAME PLACE. 


IMPROVEMENT IN SOLUTIONS FOR ELECTROPLATING. 


Specification forming part of Letters Patent No. 169,627, dated April 27, 1875; application filed 
April 12, 1875. 


To ali whom it may concern: 

Be.it known that [, Henry G. CoyLe, of 
West Meriden, in the county of New Haven 
and State of Connecticut, have invented a new 
Solution for Electroplating; and 1 do hereby 
declare the following to be a full, clear, and 
exact description of the same. 

This inveution relates to the preparation of 
a solution in which a deposit of tin may be 
male upon any metal without previous prepa- 
ration of the surface. 

Tin has usually been deposited by dipping 
the surface to be coated into a bath of molten 
tin, the surtace baving been previously pre- 
pared by a coating of copper, or otherwise, to 
cause the tin to adhere. In electroplating with 
tin @ similar preparation of the surface, has 
— esseutial, and then generally unsuccess- 

ul. 

The object of this invention is to make an 
electro - deposit of tin without such previous 
preparation, and upon any metal. To this eud 
this invention consists in a solution composed 
of muriate of tin, sulphate of amuionia, sul- 
pharic acid, aqua ammonia, urine, and water, 
in the proportions substantially as Lereinat- 
ter specified. : 

) Take of muriate of tin, three (3) parts; sul- 
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phate of ammonia, eight (8) parts; sulphuric 
acid, four (4) parts; aqua ammonia, tive (5) 
parts, and ‘w these, thoroughly mixed, add 
urine, ten (10) parts, and water, two hnndred 
and sixty (26V) parts. This completes the so- 
lution. 

The articles to be plated and the tin are 
suspended in the bath and the battery ap 
plied in the usual manner for electroplating 
with other metals, save that the battery power 
should be about forty (40) per cent. less than 
the usual power for depositing silver. 

The proportion may be somewhat. varied 
from that mentioned, but it is foand the pro 
portions named give good results. 

fron or softer metals, as britannia, are thus 
plated with tiu without previous preparation. 

I clain— 

The herein - described solution for electro 
plating, consisting of inuriate of tin, sulphate 
of ammonia, sulphuric acid, aqua ammonia, 
urine, aud water, in the proportions substan. 
tially as specified. 


HENRY G. COYLE. 
Witnesses : 


GEORGE A. Fay, 
FRANK S. Fay. 
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“Winding” the Rotors for Squirrel 
Cage Motors by Casting 


7 
Hk necessity of obtaining eood 


connection between the rotor bars and 
the end rings of squirrel-cage induc- 
tion motors has led in succession trom 
soldering, brazing and welding to the 
casting of rings, bars and ventilating 
fans in one prece, Not only does this 
latter process avoid all risk of loose 
or defective joints but it also permits 
changes in the shape and _ cross-sec- 
tional area of the bars which would 
be impracticable where rod or wire 
of fixed commercial standard gauges 
Moreover since the 


is used. rotor 


“windings are cast under high 
pressure much greater uniformity is 
obtained. 

These advantages, however, by no 
means exhaust the possibilities of cast 
rotors. By modifying the shape and 
area of the slots, and consequently of 
the bars cast in them, a wide variety 
of new combinations of — starting 
torque, starting current, power-factor 


and ratios of speed to load may be 


— 





Fig. 1. 


mandrel having a skewed key so that 


Laminations are stackea on a 


slots in the laminated core take their 


proper skeu ° 
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Pressure casting aluminum or magnesium alloys to 
provide good connection between rotor bars and end 
rings. An interesting departure from old methods. 








By FRANK 8S. DOBRIC 
Electrical Engineer, The Reliance Elec. & Eng. Co., Cleveland, Ohio 


produced. In fact, it is largely due to it is placed in position in the pres 
the casting process that the flexibility 


and heavy pressure is applied to 





Fig. 2. The assembled core and mold Fig. 3. 
are preheated to about 400° F. in 


preparation for the casting operation. 


The core is assembled wu 
three-section mold. The bottom se 
is solid except for small gates 


press the laminations to the required 
core-length; the 


of modern squirrel-cage motor drives 
has been attained. latter is carefulls 

The laminations are first stacked 
or a mandrel having a skewed key. 
This gives the laminations the neces- 
sary “skew” to provide an even torque 
in all rotor positions and it eliminates 
the tendency to “lock” when starting. 
In the casting process, the entire as- 
sembly of laminations and mandrel is 
pre-heated sufficiently so as not to 
chill the flow of the metal before the 
mold is completely filled. It is then 
The bot- 
tom of this mold is solid except for 


placed in a three-part mold. 


the gates through which the metal 
enters. The other sections form the 
mold itself, and produce the end-rings 
and the rotor fans which serve to keep 
the machine cool. The rotor lamina- 
tions themselves form the bar portions 





of the mold. The casting press con- 
sists of a top and a bottom ram, each Fig. 4. Before casting, the le: 
independently controllable by means core is measured while 
pressure. The casting pr 
operated; 100 lbs. pe 


of air-press cylinders. 
After the mold has been assembled, 


METAL INDUSTRY. ¥V 














j 


5. Rotor windings for alternating 


rrent squirrel-cage induction mo- 
s are nou being cast in one piece 


u“ elded. 


nstead of being brazed or 


hecked for 
metal, at a thermostatically-control- 
led temperatures of 1250°-1400° F., is 
then forced upwards into the mold 


accuracy. The molten 


inder 50-60 tons’ pressure, which is re- 
usually 
i few seconds later. For the ordinary 


eased after the metal has set 


vpe of motor, cast. aluminum is 
sed: but where higher resistance is 


needed, alloys of magnesium are em- 


Fig. 6. 


After the casting operation, 





which is over within 5 seconds, the 
lower or gated section is sheared off 
and the ring molds removed. 






















































Fig. 8. Rotor ring and bar casting. 
This view was obtained by dissolving 
the aluminum unacted on. 


Cements for Abrasive Grains 


W 
IDE interest has been aroused 


the metal polishing and finishing 
dustries during the past year and a 
half by the advent of cements for 
bonding abrasive grains. It has long 
been known that many of the difficul- 
ties encountered with glue are the re- 
‘ull of improper handling; trying to 
ise the wrong kind of glue for the job 
ve done. Glue must be handled with 


1 
easonahtls 


are and under proper han- 
ind atmospheric conditions in 
nake it function properly. 
when cement appeared for 
brasive grains, the metal 
ng trade showed immedi- 
During the past year or 
firms have been experi- 


t} 


this material. 


to one report it seems 


ertain atmospheri ondi- 


r some polishing opera- 
has properties superior 
s felt, however, that its 
wccomplished by rigid 
cement itself. and the 


der which it was applied. 
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According to another source most of 
its usefulness seems to be under con- 
ditions where coarser grains are em- 
from No. 80 and 


coarser. Some cases have appeared, 


ployed that is. 


however, where cements seem to be 
satisfactory with some of the finer 
grains. On the other hand in many 
situations where glue has been given 
up, only moderate success has been 
obtained by the use of cement. There 
have also been cases where cement has 
been used and the final results have 
indicated that it was not warranted 
when a more thorough system of mix- 
ing and applying glue was installed. 

There is a place for cold cement and 
ii is making headway. Cements cer- 
make a 


when compared with poor glue han- 


tainly satisfactory showing 
dling conditions. One authority states, 
however, that from a cost standpoint. 
it is his belief that the proper glue. 
handled. is still the most 
economical 


properly 
substance for binding 


grains to the face of polishing wheels. 


At this time. however, there are so 









Fig. 7. The mandrel is pressed out and 


a straight keyway broached in the core. 


This keyway is used for locking the 
rotor onto the shaft 


ployed instead. After separating the 
gates from the mold, the mandrel is 
pressed out and a straight keyway is 
broached through the laminations to 
correspond with the key of the rotor 
shaft. 

In actual production, it has been 
proven practicable to provide such 
rotors, with integrally cast fan blades, 
in motor sizes through 150 horsepower. 


many contradictions among the results 
of experiments, and so little knowl. 
edge about “proper” applications, that 


a broad statement is impossible. 


Polishing Automobile 
Fenders and Sheet Stock“ 


Preparing sheet steel for enameling 
seldom requires more than two opera- 
tions, and very often one is suflicient. 

A No. 120 abrasive grain usually 
has enough cutting and polishing 
action to produce a surface desirable 
for enamel. When imperfections exist 
in the metal that require the removal 
large amount of stock, they 
should be taken care of before the 
part goes to the No. 120 


W elded seams should be eround down 


of a 
wheel. 
with a grinding wheel. High and low 


spots should he filed and hammered 


cut and die marks and grinding wheel 


marks removed with No. 90 grain. 
On stock that contains pits, scale 
or heavy die marks it is more eco 


nomical to do the job in two opera 
tions. using a No. 80 or No. 90° to 
rough with and follow with a No 


10 ol No. 150 erain. 
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Electroplating Practice Throughout 


the World 


= Electrodepositors’ Technical 


Society of 


international 


England, made 


industrial history with 


London, 


its First International Electrodeposi- 
tion Conference, held in London, 
March 3-5. The program which was 
published in our February issue, pages 
83-84, listed the papers to be read by 


a group of experts from every impor- 





es 


Reports on the methods of production in Great Britain, 
Germany, France. Russia and the United States, 





tant industrial country of the world. 

One of the outstanding features of 
this conference was a session devoted to 
electrodeposition practice in the major 
industrial nations—Great Britain, Ger- 
many, France, Russia and the United 
States. We give below condensed re- 
ports of these papers to the extent 
which space permits. 








British Electroplating Practice 


By E. J. DOBBS 





kK 
XCEPT in a few minor instances 


and particular cases, the plating prac- 
tice of Great Britain does not differ 
from that in 


materially operation 


throughout the world. 


Deposition of Nickel 


The solutions favored are the single 
salt solutions containing nickel chlor- 
ide to provide for anode corrosion and 
boric acid as the buffering agent. They 
are usually worked warm, at tempera- 
tures of 32-40° C., 
agitated by 


and are invariably 
means of water-washed 
compressed air as an aid against pit- 
ting. The solutions are continuously 
filtered by means of air injectors and 
lifts, using felt filter bags fashioned in 
the shape of a sugar loaf and held in 
position in conical lead funnels. The 
vats used are generally of wood, lead- 
lined, and fitted with a further loose 
lining of reinforved glass; rubber-lined 
tanks, both of wood and iron, are also 
being used. 
The nickel 


worked at pH values 52 


normally 
6-0 (colori- 


metric) and at current densities of 


solution is 


20-24 amps. per sq. ft. Occasionally, 
instances are met where current densi- 
ties as high as 40 amps. per sq. ft. 
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are being used, but the practice is far 
from general. 

The nickel concentration of the solu- 
tion is usually 50-55 g. per litre with 
about 12-15 g. per litre boric acid and 
25-30 g. per litre nickel chloride. 

The thickness of deposit aimed at is 
between 0-0006 in. and O-OOLO in. on 
iron and steel articles, with thicknesses 
of 00003 in. to 00006 in. on brass 
and non-ferrous metals generally, and 
where automatic nickel plating plants 
are installed, prov ision is made to give 
these thicknesses a deposit at a current 
density of 24 amp. per sq. ft. 

The cycle of operations in automa- 
tic nickel plating plants may be sum- 


marized as follows: 


(1) Hot alkaline electrolytic cleaner used 
cathodically at 30 amps. per sq. ft. 

(2) Cold water swill. 

(3) Anodic etch in sulphuric acid 50-60° 
Be. for 1 minute for iron and steel 
articles. 

(4) Agitated cold water swill. 

(5) Agitated cold water swill. 

(6) Nickel plate. 

(7) Cold water swill. 

(8) Hot water swill. 

(9) Drying oven. 


The nickel solution is filtered 


through a filter press each night into 


an overhead storage tank, and {i 
filtered solution is returned to 4) 
plating tank after the latter has hee; 
thoroughly cleaned. 

When non-fert 
metals, except zine alloy and aluminu 
die-castings, the anodic etch in sy 
phuric acid is omitted and a cold el 
trolytic alkaline cleaner, containiy 
sodium cyanide in solution, is used 
with provision in the line for a dilut 
acid dip before the cold water sy 
prior to the nickel vat. Where zin: 
loy die-castings are required to 


dealing with 


plated automatically, provisio: 
made for cyanide coppering, these | 
fore nickeling, to avoid as far as pos 


sible, 


solutions with zine. 


contamination of the nick 


Bright Nickel Plating 


The practice of bright nickel p! 
ing is making steady, but somew! 
slow, headway in Great Britain. | 
deposit has been used main 
smaller articles of cheap jewelry wh 
polishing of the nickel deposit bel 
chromium plating is hardly prac 
able, but it has not yet entered * 
ously into competition with the us 
matte nickel deposit where a rea! 
high-class finish is required. Very ! 
will deny that a 


chromium pia 
article has a much greater dept! 
color and a higher luster when 
nickel deposit has been polished 
finished than a similar article wo 
has been bright nickel plated 


chromium plated directly upon 
bright nickeled surface. Undoubted 


bright nickel plating has a ¢'! 
future before it, but here in 
try it is definitely in its in! 


Deposition of Chromium 


It is the general practic: Gri 
Britain to prefer solution: muc! 
greater concentrations of ch ca 
than is used abroad, and to K sl 
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tt lower current densities. 
ority of chromium solutions 
tive purposes in this coun- 
a chromic acid content of 
=(\() per litre, with a sulphate 

100 : 1, whereas for hard 

plating of printing plates, 


_we follow more and more 


the lines of American practice, 
ine solutions containing 250-400 g. 


100:] 


litre chromic acid and a 
ratio. 

irrent densities employed are 
ft. at tempera- 


S uph ile 
Phe 


O1). LOO amps. per sq. 
ires of 35-38 el 
10-11 per cent. As in \merican prac- 

. the current hard 
hromium plating, chromium facing, 


with efhiciencies of 


density for 


etc... may vary from 200-400 amps. per 
sq. ft 45-50° C., 
it the lower figure may be taken as 


at temperatures of 


presenting the current density tn use 
the majority of plants dealing with 
s section of chromium deposition. 
1) 

Plating 


nutes, and on rotary chromium plat- 


times vary from 5 to 15 


¢ vals provision is made to increase 
r decrease the plating time as desired. 
Cleaning preparatory to chromium 


lating is almost unknown in Great 


Britain. The nickel plated articles are 


ished with a lime composition on 


ilico mop or buff, and in many 

ises “cleared,” as it is termed, with 

iry lime on a basil or sheepskin wheel. 

the lime is not applied by means 

i buff it is used on a soft clutch to 

ve the handling grease on the 
ticles when they are racked. 

\ short cleaning time is sometimes 

n the chromium solution itself 

the use of a low voltage for half 

before the actual 

hromium deposition commences. This 


are 


ninuls Oo! sO 


rt time allows the solution to act 

hemically upon the grease and de- 

oy it, yet the slight current present 

events any oxidation of the nickel. 

In the case of 
plating plants, this object is at- 
’ 


automatic chromi- 


arranging that for a space 
“9 tt. from the place where the 
ked articles enter the solution no 
des shall be much 


ent density is given, insuf- 


{ 


present, so a 


posit chromium, but suf- 
vercome the formation of 
Kel le on the face of the de- 
- kel 


De position of Copper 








Sul} Bath—Here, again, the 
Great Britain is in accord 
hu il practice when using the 
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acid copper solution; addition agents 
find very little favor with the electro- 
typing trade which is the principal 
user of this solution, and the use of 
phenolsulphonic acid as advised by 
Hull is almost unknown. 

Cyanide Bath—It may be accepted 
that the use of a cyanide copper solu- 
tion prior to nickel plating is rapidly 
dying out, and in very few plating 
shops is a cyanide copper bath used 
in the regular routine of cleaning. The 
is stall 
producing oxidized copper finishes, 


solution used, of course, for 
but whereas 20 years ago, it was used 
extensively before nickeling, today not 
one plater in a hundred would dream 
of using it, except on zine and zinc 
hase die-castings and tin-plate. 


Deposition of Cadmium 


The difference of practice in regard 
to cadmium plating between this coun- 
try and abroad may be summarized in 
bright plating. The majority of firms 
plating cadmium use no _ brighteners 
in the cadmium solution, being quite 
content to deposit the matte or dull 
tvpe of bright 
finish is required, to bright dip the 


coating, and if a 


articles. The practice is founded on 
There is the 
dency in the working of bright cad- 
mium solutions for the brightening 


a sound _hasis. ten- 


divided form, to be 
locked up in the deposit, and so les- 


agent, in finely 
sen considerably the protection against 
corrosion which the deposit should 
give, whereas the final bright dip in 
an appropriate solution removes only 
the merest trace of cadmium. 





Thus the fullest possible protection 
is given commensurate with the thick- 
ness of coating. The average thickness 
of cadmium is about 0-0003 in., gen- 
erally accepted for radio and similar 
work, but where the articles are to be 
exposed to severe atmospheric condi- 
tions the practice is for thicknesses 
of 00005 in. and more to be deposited. 


Deposition of Tin 


The majority of tin solutions used 
in Great Britain are composed of stan- 
nous chloride, brown potash and a 
trace of glue. The brown potash used 
analyses roughly 50 per cent of KOH, 
50 per cent K,CO, with a trace of 
ferric oxide. This solution is easy to 
work, simple to correct and cheap in 
replacement. The use of sodium stan- 
nate solutions is making slow prog- 


ress. 


Deposition of Zinc 


The amount of zinc plating carried 
on in Great Britain is quite small 
compared with the amount of nickel 
deposited, and the acid bath finds 
preference over the cyanide bath owing 
to the prevalence of cast iron articles. 
There has been a tendency to substi- 
tute radio 
trade owing to the rising price of 
cadmium, but the amount of substiiu- 


zinc for cadmium in the 


tion has not been very great. The con- 
tinuous plating of wire and flat bend- 
ing strip for conversion to flexible 
tubing accounts for a considerable pro- 
pertion of the metal used in commer- 
cial deposition. 


1 typical British automatic nickel plating plant 


1937 
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German Electroplating Practice 
By DR. RICHARD SPRINGER 








/ ULLY automatic plating plants are 


operated in Germany by the large mo- 
tor car works and other factories, 
chiefly for depositing nickel, coppet 
and chromium. Considerable success 
has also been obtained with fully auto- 
matic silver plating of hollow ware. 
The principal features of these plants 
are very similar to those in England 
and in the United States, but German 
automatic plating plants differ largely 
in regard to output and design owing 
to the specific requirements of the Ger- 
man industry. It is understood that 
fully automati plating plants embody 
all well-known modern features such 
as safety devices and automatic tem- 
perature and pH control. For com- 
pleteness, I mention the  so- illed 
station type plating automatic which 
is particularly suitable for short de- 
position periods. The equipment con- 
sists chiefly of a large spoke wheel 
with rotating, lifting and lowering de- 
vice mounted in the center of the 
circle. The plating racks are attached 
to the wheel which, after each lifting 
motion, revolves so far around its axle 
as is necessary to transport the racks 
from one vat into the other. The vari- 
ous vats for cleaning, swilling and 
plating are arranged in a correspond- 
ing circle. This design has been used 


in Germany for tin plating. 


Semi-Automatic Plants 


The existence of a comparatively 
large number of medium-sized fac- 
tories in Germany accounts for the 
preference of semi-automatic plating 
plants, such as travelling chain vats 
and circular vats with rotating cathode 
ring. It is estimated that about 300 
semi-automatic vats have been installed 
in Germany during the last year for 
depositing nickel, chromium, copper, 
brass, cadmium and silver. 

Small articles such as bolts, nuts 
rings and similar goods are plated in 
fully automatic barrel plants trans- 
porting the articles from one barrel 
to the other by the well-known worm- 
sear method. A new feature is the in- 
so-called 


rentous mnvention of the 


reversion step, by which the goods in 


thie pl iting barrel are transported two 
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steps forward and one step backward. 
Ihe object is to avoid building very 
long plating barrels and to be able 
to change the plating period without 
altering the speed of the other 
port features of the plant. 


rans- 


Great success has been achieved in 
Germany with fully automatic chrom- 
ium barrel plating, a problem which 
presented considerable difficulties. 

This automatic consists of a barrel 
with eccentric inside anode and worm- 
gear. The articles to be plated are 
automatically fed to the barrel from 
a bunker and discharged after about 
10 minutes with a brilliant chromium 
deposit. The output is 30 to 75 lb. per 
hour depending on shape and size of 
the articles. In one instance, one of 
these automatics has replaced 12 oper- 
alors by doing away with racking. 

\ survey of automatic plating in 
Germany would not be complete with- 
cut mentioning electrolytic wire gal- 
vanizing. About 60 large plants with 
a total consumption of about 300,000 
amperes are now in operation in Ger- 
many and abroad. 


Bright Nickel Plating 


Recent vears have brought consider- 
able progress in bright nickel plating 
German 


in Germany. Two bright 


nickel solutions—that introduced by 
Dr. Schlotter and the 
bath.” of the 
Werke—have given highly satisfactory 
results. While the Schlotter process 
chiefly 
plants in Germany 


LPW process, 
One of the largest 


“mirror gloss 
Langbein-Pfanhauser- 


has been used abroad. the 


mainly use the 


manufacturers 
of motor car wheel caps in Germany 
works as follows: The polished brass 
caps are first degreased in trichlor- 
ethylene and subsequent thereto in a 
slightly 
Shefheld lime pap. 
rinsed, acid-dipped, rinsed again and 


nickel 


bright plating solution at a current 


proprietary cleaner, then 


brushed with 
2 

plated for 30 minutes in a 

density of 13 amp./dm 


ti ) The nickel 


immediately 


(12 amp 

plating process 1s 
followed by 5 minutes’ 
plating. The 


. . 
enronnum process de- 


scribed is very reliable and rejects are 
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less than 0-5 per cent. The fact 


at the 
bright nickel plating process js , 

only suitable for small, but also fo, 
large articles, is evident from the } 
troduction of this process for nick 
plating bumpers in one of the laroes 


motor car factories in Germa 
steel bumpers are first heavily cop, 
plated and then polished. It has 
observed that parts such as } 
should be electrocleaned with s 


taneous coppering, as otherwis 
adhesion of the bright nickel de 
to the coppe! laver is affected 


versely, It is, however, necessar\ 





this degreasing bath works faultless 





as otherwise the articles become dy 
which affects the bright nickel platins 

Bright nickel plating affects savi; 
not only on polishers’ wages and p 














ishing material, but also on nickel. 4 





cording to the standard specificat 
recently issued by the Master Ele: 
Platers Institute in co-operation 
the American Electro-Platers’ So. 
and the United States Bureau 
Standards, buffing takes away at leas 
10 per cent of the nickel dey 
which is sheer waste. The nickel! 
posit on the edges is weakened ¢ 
more, and the corrosion 


resista 
diminishes accordingly. 
Nickel Anodes 
A shortage exists in metallic nick 


for instance nickel anodes, but 


is a sufficient supply of nickel sulp! 
manufacture availa! 
German platers have adjusted th 


of German 


selves to this condition by worki 
their nickel solutions with insol 
anodes, replenishing the metal and 
justing the acidity by the addit 
nickel carbonate. 

Out of this practice developed {; 
improved method of re-nickelins 


anodes in separate vats. Nickel ‘s 
posited on lead strips in the 
just described and these strips 
used as anodes in normal nich 
In other words, the platers 

ture their nickel anodes in 
works. 


Tin Plating and Cadmium Plating 


The German tinning b 
acterized by the fact that t! 
up on aromatic sulphoni 
their salts and allow th 
bright deposits also at ! \ 
densities. It must, how 
mitted that, in spite of s 
statements, the problem 


plating has not vet been e! 
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ere is no tinning bath pro- 
solutely bright deposits. 

being produced in Ger- 
ctrolvti processes, but the 
rilliance is only obtained 
suent treatment of the plate, 
subsequent rolling; 90 per 

admium baths are now 
bright deposits. The Ger- 
cadmimum solutions com- 
in every respect with the 
imium solutions used in 
tries. A considerable amount 
n plating is done in barrels. 


Electroplating of Aluminum 


plating of aluminum has 
cial importance in Germany 


Until 


irs ago, the success of the 


irly in recent years. 


kel and chromium plating of 
was more or less accidental. 
tuestion has been studied more 
sely in the last two years, and it 
said that it 


any to nickel and chromium plate 


s now possible in 


st every aluminum alloy. Before 

plating, the aluminum or alumi- 
alloy is subjected to a prelimin- 
dipping treatment in which a very 
film of a nobler metal, for in- 
e zine, is deposited on the base 
tal. The article thus treated is then 
inide-copper plated for about 10-20 
nutes and is then ready for any 


rther treatment. The treatment 


own as the Ballay process, consist- 
ug of dipping in an iron dip, has been 
rty abandoned in Germany. By a 
ther and somewhat complicated 
ess. aluminum is first anodically 
xidized, the anodic film is then wholly 
partially removed and the article 


then plated in the usual manner. 


inodic Oxidation of Aluminum 


\lun im has how become one of 
st Important raw materials in 
Its protection by anodic oxi- 

+ therefore a question of 
portance. There are at least 
oxidation and coloring 

e of them of considerable 
ration at present, and the 
* Increasing constantly. 
ts anodize aluminum and 
illoys partly for technical 

or decorative purposes. It 

ly gratifying to emphasize 

the considerable progress 

een made in the field of 
‘uminum during the last 

s due to international co- 

the establishment of a 
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working agreement between German 


and foreign interests. Exchange of 
patent rights has cleared a very com- 
plicated patent situation and exchange 
of experience has given a powerful im- 
pulse to further technical progress. 
The group comprises the Eloxal, the 
\lumilite and the well-known Ben- 


couch pro esses, 


pH Testing in Alkaline Baths 
The importance of the pH of alka- 


line electroplating solutions has been 
reported recently in Germany, Britain 
and America. The importance of pH 
determination in acid electroplating 
svlutions is generally known and ac- 
cepted. It is, however, peculiar that 
the influence of pH value in alkaline 
baths has hardly been studied. The re- 
sults of the researches are briefly: 

a. Brass baths work best within the 
pH range 9:5-10-2. Over pH 10-2 the 
deposits are discolored which, as will 
be shown later, is probably due to the 
formation of zincate. 

b. The degree of adhesion of cad- 
mium deposits is sometimes not as it 
should be. By increasing the pH to 
12-0, or more, it is possible to obtain 
well adherent deposits. 

c. In copper baths with high con- 
tents of potassium cyanide, the forma- 
tion of blisters can be reduced by in- 
creasing the pH. 


New Paper Test for pH 


A new test paper is quickly replac- 
ing other methds of pH determination. 





li combines the simple handling of 
litmus paper with the exactitude of 
the colorimetric pH testers. The test 
paper strip consists of a spe ial quali- 
ty filter paper; it is impregnated with 
seven cross stripes of different colors. 
\ wide strip in the center is the indica- 
tor and six small stripes represent an 
unalterable comparator — st ale. The 
stripes of the comparator scale are of 
different colors, each color correspond- 
ing to the “turning color” of the indi- 
cator at the pH number marked at the 
side. The pH number of a plating solu- 
tion is measured in a few seconds by 
immersing the strip in the solution, 
comparing the altered indicator color 
with the comparator scale and reading 


off the pH number. 


Von-Metallic 
Articles 


Electroplating 


The shortage of non-ferrous metals 
in Germany has led to the extended 
use of bakelite, celluloid and similar 
metal in the 


materials instead of 


manufacture of mumerous articles, 


such as door handles and _ fittings, 
lighting fixtures, ash trays, cigarette 
cases, etc. This has opened a new 
field of activity for the plating indus- 
try by plating non-metallic surfaces. 
\ new and improved process has been 
developed which ensures perfect ad- 
Plating 
costs are practically the same as they 


hesion of the metal deposits. 


are for plating on metal, as_ the 
pressed articles need no polishing be- 


fore plating. 


lutomatic magnetic chromium plating machine 








French Nickel Plating Practice 


By DR. M. BALLAY 








i may be said that, in general, 
nickel 


France as in other countries. The im- 


plating has progressed in 


provements realized in the last ten 
years have been very considerable, af- 
fecting the quality of the deposit, its 
adhesion, thickness and texture. In 
France, as everywhere else, the de- 
velopment of chromium plating has 
heen a new incentive to the improve- 
ment and development of nickel plat- 
ing, and during the past two or three 
years particularly, applications of 
thick nickel plating have considerably 
increased in number. Further, there 
still is a very large number of poten- 
tial applications. 

French technique, however, shows 
certain individual characteristics: 

a. Since 1929 rapid plating has 
been practiced on a commercial scale, 
with current densities of 5-10 amp. 
per sq. dm. 

b. About the same time there was 
introduced a special type of equipment 
or chain of tanks condensed in a small 
space and allowing without any dif- 


ig 
ficulty good electrical contacts such as 
are necessary for the use of high cur- 
rent densities and for regular mass 
production, together with a very ac- 
curate control of the time required for 
the various operations. 

c. It seems that bright plating has 
not attracted so much atention in 
France as in other countries. This is 
probably due to the fact that bright 
plating has been in regular production 
in France for quite a long time; baths 
working cold at a very low current 
density were introduced in 1904, and 
subsequently the temperature of the 
bath has been raised with a view to 


reduc ing the time of operation. 


Preparation for Plating 
Preliminary etching treatment be- 
fore plating has been developed par- 
ticularly since the introduction of 
rapid plating, with a view to getting 
better 


adhesion. For ferrous alloys. 
corrosion is adopted, with a 
sulphuric acid solution at 53° Be. and 
a current density from 10 to 15 amp. 
per sq. dm. Some people claim that 


the origin of the acid used affects the 
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results, and that the results may vary 
according to whether the acid has been 
produced by the contact or by the lead 
chamber process. Some shops prefer to 
use for the anodic treatment a more 
dilute sulphuric acid solution at 10° 
Be. 

When high carbon content steels or 
cast irons are submitted to anodic cor- 
rosion in sulphuric acid, a blackish 
film is formed upon the surface and 
may affect adhesion; this is particu- 
larly so in the case of cast iron. In 
such a case, the pieces, after the etch- 
ing treatment, are treated in a bath of 
a composition rather similar to that 
of an electrolytic cleaning bath and 
are then washed and plated. It is not 
very clear how this second electrolytic 
alkaline treatment really works. 

For brass or bronze, plating is usu- 
ally done after “copper-degreasing.” 
Some shops, however, employ the or- 
dinary degreasing process, using a 
solution of soda, sodium cyanide, and 
silicate and if specially good adhesion 
is desired, this is followed by light 
anodic treatment in a citric acid solu- 
tion, according to Hothersall’s method. 

The applications of nickel plating on 
aluminum are still limited, although 
preliminary immersion in an acid fer- 
ric chloride solution, near boiling 
point, is giving deposits which show 
very good adhesion. 


Preparation of articles for bright or 
semi-bright plating is of particular in- 
terest. Deep etching is often associated 
with poor adhesion, notwithstanding 
the fact that there is no proportional 
relationship between degree of corro- 
sion and adhesion; a preliminary etch- 
ing treatment cannot be used, as it 
is necessary to have a bright basis sur- 
face for the production of bright plat- 
ing of good quality. In France, bright 
plating is usually done after a “cop- 
per-degreasing” operation, but ordi- 
nary degreasing baths with silicates, 
for instance, may give a very good 
adhesion, at least to well-polished 
Light etching with citrie acid 
(Hothersall’s method) is not sufficient 


parts. 


to give entire satisfaction in the case 


of semi-bright or even for bright plat- 
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Slow, Semi-Rapid and R ‘pid 
Nickel Plating 

Many nickel plating shops are 

working at ordinary temperature 

with current densities decided] 


Sul 
and 
Delow 
0-6 amp. per sq. dm. In this class 0 
plant, the use of a high PH. above 
65, colorimetrically measured, is quite 
general. The electrolytes often contain 
ammonium sulphate (introduced as 
such or as the double salt), sodium 
sulphate and sometimes magnesiy 

sulphate. Simple solutions of the 
Watts type are rarely employed { 

siow nickel plating. The equipment 
of shops working at ordinary tempera 
ture shows no features calling fo; 
special mention. 

By semi-rapid nickel plating is up. 
derstood plating with current densi- 
ties from 2 to 4 amp. per sq. dm.., 
hot baths (between 30° and 45° C 
sometimes air-agitated, or with moving 
cathodes. Apart from bright plating, 
which will be examined later on, the 
electrolytes used are sometimes of thi 
Watts type, often modified by the ad 
dition of sodium sulphate. Such 
addition permits raising the pH, whic! 
reduces the tendency to pitting and 
gives a smoother deposit; this im 
provement is obtained somewhat at the 
expense of the mechanical properties 
of the coating which, however, rem 
quite adequate. 

The following classifications ma 
be made of the different 
equipment for shops using the se 


types 


rapid process: 
cathodes—Electro\vt 
slightly agitated by compressed ai 


2. Cathode resting on bars in 


1. Stationary 


tion Electrolyte also sometimes 
tated by compressed air. 

3. Cathodes continuously n 
the nickel plating bath—Such 
ment always includes a_ device 
filtration and compressed air agital 


L. Fully 


conveyor driving the work th: 


automatic equip 


cleaning, rinsing, 


pickling OP] 
nickel uf 


plating, 
tanks. 


Fully automatic equipme! 


plating al 


(4) is rare in France, but ~ 
automatic equipment of ty] 
frequently encountered, as 
types (1) and (2). 

Equipment of the chain tanks 
type described below, which i= sp' 
ly arranged to meet the req 
of the rapid nickel platin 
is also quite convenient for s°™!-T4] 
plating and may be added | 
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lating presents certain fea- 
h are specially characteris- 
nch technique. The problem 
who developed this process 
tain, in a short time, heavy 
civing good protection on 
th good mechanical properties 
d d adhesion, so that plated 
ts could be bent or broken without 
racKIng 
lhis result was obtained by using solu- 
ns of high nickel content. to which 


or peeling of the deposit. 


vere added small amounts of a power- 
ful oxidizing agent, namely, nitric 
wid. te prevent pitting. Working at 

( amp. per sq. dm., a deposit of 0-025 
mm. is obtained in 15 minutes. Such 
lants were operated as far back as 
1929. when current densities usually 
employed in France were scarcely over 

amp. per sq. dm., and the time re- 
quired for a deposit of 0-025 mm. was 
two and a half hours. 

Obviously, an average current den- 
sity of 10 amp. per sq. dm. cannot be 
suitable for plating parts of all shapes. 
In the case of cathodes of complicated 
orm it would cause too high densities 
i the points of high current concentra- 
tion. It is admitted that such baths give 
xcellent results in almost every case 
where the current density does not 
xceed 10 amp. per sq. dm. on the 
parts receiving the greatest quantity 
i current, the 
density, therefore, varies from 


and current 
1 to 9 
mp. per sq. dm. aceording to the de- 


sion of the cathodes. 


average 


Tank Chain Installations 


Concurrently with the development 
of rapid nickel plating, specially de- 
signed equipment was set up. Current 
densities of 10 amp. per sq. dm. can- 
not be carried to the cathode through 
copper wires fixed by hooks contact- 
ng by their own weight upon more 
r less cathode it 
ecessary to ensure a thorough contact 
with the fittings and between these and 
the cathode bars. To procure a consis- 
‘ent and efficient working without re- 
ourse to fully plants, 
which are costly and generally do not 
exactly fulfill French requirements, 
nt of the chain of tanks type 
eloped. The use of specially 
ened racks permits correct plating 
work in relation to the anode 

the tank cross section is well 
ind the equipment is trans- 

the cathode bars and anodes 

d perpendicularly to the 
ret s of the tank. 


clean bars; was 


automatic 


equipme 
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In this type of plant the movements 
of the operators are reduced to a mini- 
mum, the several tanks forming a com- 
pact block in the order of the succes- 
sive operations; the vertical and hori- 
zontal movement of the racks can be 
affected by pneumatic means, thus en- 
suring mechanical handling of high 
efficiency. 

Some rapid nickel plating plants 
use a very small volume of bath com- 
pared with the amount of current con- 
sumed, in other the ratio of 
total current in amperes to volume of 
bath in litres may be very high. In 
certain cases it is possible to obtain as 
much as 0:70 to 1 ampere per litre of 
bath. This ratio obviously depends to 
a great extent upon the design of the 
treated pieces. It is much higher when 
treating small parts than with larger 
eres, such as automobile bumpers, 
cycle rims, etc. 


words 


We do not know of any industrial 
nickel plating bath in France oper- 
ating with pH of less than 5-0. As 
previously indicated, most of the 
French nickel plating baths work with 
a pH of between 55 and 7-0. 

The important question of nickel 
anodes calls for no special remark 
with reference to French technique. 
with the exception of the growing use 
of the so-called “depolarized” anodes 
of elliptical section. These anodes are 
almost exclusively employed in rapid 
nickel plating equipment, where they 


have given the best results. 


Bright Nickel Plating 


Bright nickel plating has been car- 
ried on in France since 1904, at which 
date a proprietary salt composition 
called “Persel” was put on the mar- 
ket. At first this bath, which belongs 
to the colloid type, was used at room 
temperature, with a current density of 
0-2 to 03 sq. dm. Under 
these conditions only a thin deposit 
could be obtained and specially care- 
ful preparation of the surface before 
plating was necessary due to the brit- 


amp. per 


tleness of the coating when made in un- 
heated baths. In 1906, a proposal was 
made to heat and filter this type of 
nickel plating bath, this modification 
making it possible to raise the current 
density to 3 amp. per sq. dm. It was 
only 1929, however, that bright 
nickel plating baths of the “Persel” 
type, working hot with a current densi- 
ty of 2 to 3 amp. per sq. dm. were de- 
veloped. Their composition and the 
nature of the colloid addition have not 
been published. According to the firm 
which sells these baths, the useful cur- 
rent density is between 3 and 5 amp. 
per sq. dm., but in fact, 3 amp. pet 


in 


sq. dm. seems to be seldom exceeded. 
The temperature is 40 to 45° C., and 
the pH, as measured by the colori- 


metric 


bromothymol 
blue, is in the vicinity of 7-0. The baths 
are agitated with compressed air, and 
are equipped with an automatic filtra- 
tion device. Many plants are equipped 
with a special type of conveyor mov- 


method, using 



























































Fig. 3. Chain 


A—Electrolytic cleaning. B—Rinsing. 
C—Anodic pickling. D—Rinsing. E 


Rinsing. F—Second electrolytic clean- 


Tank Installation 


ing (for cast iron). G—Rinsing. H 
Rinsing. 1—Nickel plating. J—Rins- 
ing. K—Hot water 
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ing the cathode in the nickel plating 
bath. It is that this 
of bath bright deposits of 
(-02-0-03 but actually it 
thickness of O-OL mm. 
attained. This thick- 
sufficient for 
afford a good 
for steel. In this latte 


case, the use of an intermediate cop- 


claimed type 
can give 
mm... ap- 
pears that a 
the maximum 
may be 


but 


ness copper 
alloys. cannot 


protec tion 


per deposit is to be recommended, in 
the total thickness 
of about 0-:02-0-:025 mm. required for 


order to obtain 
good protection. For small pieces pol- 
ishing after nickel plating is very often 
unnecessary, and the work can go di- 
rect to the chromium plating bath 


Pie es of 


a more complicated shape 





may be lightly polished or burnished 
on a soft moving disc before chromium 
plating. 

The bright nickel deposits given by 
the “Persel” baths the 


teristic properties of coatings obtained 


have charac- 
in baths containing colloids. 

Some organic colloids, judiciously 
used, make possible the production of 
very good bright and semi-bright plat- 
ing baths. Egg albumen, in particular, 
gives very interesting results, and we 
have been able to obtain quite bright 
deposits of more than 0205 mm. in 
thickness, as well as semi-bright de- 
posits of several tenths of a millimeter 
that can be easily polished. We believe 
that this process for semi-bright nickel 


plating will find interestin; 
tions in the future; it has 
recently left the laboratory 
trial application. It is very 
work and, due to its high pH 
7), the deposits are not 
pitting. 


Heavy Nickel Plating 

There are at present four plants 
France producing thick nickel 
chromium deposits, these including 
branch of the Societe FeEsco 
cently established near Paris. T} 
heavy electrolytic deposits, alth 
as yet in their early stage, seem 
spreading quite extensively. 





By DR. N. A. ISGARISCHEV 


Zinc and Cadmium Plating in the U.S. S. R. 





S 
WJINCE 1928, the 


equipped and modern electroplating 


number of well- 
plants in the U.S.S.R. has increased; 
prior to the present regime, zine coaf- 
ing was practiced by hot-dipping only. 
Investigations to determine the most 
baths the 


point of view of technical excellence 


satisfactory plating from 
and cost have been carried out in the 
laboratories of the State Institute of 
Non-Ferrous Metals, the Chemical 
Institute elsewhere. \ 
Sper ial State office, “Elektrokhimett,” 


research 


Carpovy and 


possessing its own labora- 
tories and situated in Moscow, designs 
the lay-out of electroplating plants and 
also renders practical assistance in all 
problems of corrosion. 

Used 


Composition of Solutions 


Zine Plating—The 


tion compositions and operating con- 


following solu- 
ditions have been found most satisfac- 
tory for zine plating: 

|. Moving strip, wire, ete. (Stepa- 
Kabanov & Kudriavtzev). Zin 
sulphate, 576-720 g. per litre (4-5N); 


hori 


nov. 


litre: sul- 
(pH ,.3- 
10-50° C:: 


acid, ) 15 2. pel 


phuric acid, 0-0005-0-005N 


2-3); temperature current 


density 50-500 amp. per sq. dm.: ef- 
ficiency 95-LOO per cent. 

2 (Kudriavtzev, Petrov and Der- 
shavina). Zine sulphate 215 g. (1:5N); 
(O-2N): am- 


(O-25N) ; 


sodium sulphate 30 g. 


monium sulphate 25-30 g. 


sodium chloride 5 g.: dextrin 10 g. pet 
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litre; pH value 3-5-4; current density 
|-2 amp. per sq. dm.; throwing power 
0) per cent. 


3. (Kudriavtzev). Zine cyanide LN: 
IN: 


temperature 80° C.; 


cyanide 
OBN; 
current density 05 amp. per sq. dm. 
Plating—The 


have found 


potassium sodium hy- 


droxide 


Cadmium following 


sclutions been the most 


satistactory: 


|. (Isgarischev and S. I. Orlova). 


Cadmium sulphate 160-300 ¢.. am- 


monium sulphate Ov g.. peptone 25 2 


-- 


per litre; pH value 3-4; curr 
sity 07 amp. per sq. dm. 
2. (Isgarischev and S. I. O: 


Potassium cadmium cyanide |k 


(CN),] 75 g.; 


potassium 


ide 7 g.; dextrin 2 g. per litre 


rent density 15 amp. per sq 
current efficiency 97-99 per cent 

3. (Kudriavzev). For plating 
the conveyor system: 
phate 350-380 g., 


clue ] £. per 


Cadmium 
boric at id 
litre: current dens 
150 amp. per sq. dm.; temperatur 


C., air agitation. 


American Practice in Electroplating 


By GEORGE 


B. HOGABOOM 





; use of large plants permits 


methods of operation that would not 
he economical in small ones, and calls 
for rapidity in finishing and in electro- 
plating methods. The result is that 
while the finished products should be 
of equal quality, too often this is not 
the case. The cost of production is 
ereater in the small shop where still 
tanks and hand methods are used than 
in the larger plants where full auto- 
matic equipment for both finishing and 
plating can be employed. Owing to 
this difference of of hand 


automatic operations often the quality 


and 


cost 


of the hand produced work is not as 


cood as that processed on 
equipment. The adoption of 
ly needed standards for el 
coatings will bring about 
for the composition and f 
trol of the plating solutio 
methods used for product 
there will be equality of t! 
product. 


Preparation for Plating 


Steel, after electric cl 
rinsing in water, should b 
acid, either by immersion 
use of current. Both anodi 
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ng are used. The choice of 
ids nds upon the work to be 
ess. hydrochloric and sulphuric 
ds used for steel and iron and 
-drofluorie or hydrochloric acids for 
generally 
«sed through a weak solution of 
skal vanide to remove any tarnish 
‘hat may occur in the previous clean- 
yerations. If the brass is to be 
wickel plated. a better adhesion of the 
kel coating will be obtained if the 
film on the work, which is 
removed by the 
nse water, is neutralized. 


castings. Brass is 


Ikal ne 
seldom ¢ ompletely 


\ good nickel coating cannot be 
reduced unless the nickel solution 


ontact with the surface of the work 
- acid. If there is a film or alkali on 
vork and the current is on when it is 
ut into the solution, there will be a 
lemical reaction which may result in 

non-adherent deposit or a porous 
eating due to inclusions of a pre- 

p tate. 

\ nickel solution having a pH value 
lower than that of the nickel plating 
solution can be used for a neutralizing 
«lution. If the work is immersed in 
and transferred to the 
lating solution, it will then have a 
lm of nickel solution on it as it goes 


rto nickel plating bath. 


his solution 


Anodes 


Elliptic shape anodes for all plating 
svlutions, except gold and silver, have 
been generally used, but in alkali solu- 
tions these are being replaced by the 
hall type anodes in spiral wire con- 
tainers. Ball anodes of copper, brass, 

ne. cadmium and tin have proved 
successful and economical. If a suit- 
found, ball type 
nodes will be used in acid solutions. 
With the bar or plate shaped anode 
there is a constantly diminishing anode 
irea. The length of the anode is de- 
reased, with the result that the bottom 

f long articles receive little plate. 
With the ball type anode and spiral 
wire container the length of the anode 
ustant and up to a certain point 
the anode and 


es. Serap is, of course, elimi- 


ible container is 


area increases never 


purity of anodes is recognized 
essity, and with the develop- 
the rolled “depolarized” (or 
sould they be called “depassified” ) 
ides the lower purity anode 
displaced. It is strange, how- 
er t with the well-known detri- 
‘lect of lead in zine anodes, 


ment 


MI 
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that anodes which will not polarize 
or develop sludge chemically are not 
more generally adopted. The initial 
rather than the ultimate cost sems to 
be a factor. 


Solutions 


Nickel solutions operated at room 
temperature contains about 3 oz. of 
metal per gallon (22:5 g./l). Both 
nickel chloride are 
Sodium chloride has been used, 
but is not now to any great extent. The 
boric acid content is from 2 oz. to 4 
oz. per gallon (15-30 g./l.). A pH 
value of 58 to 60 colorimetric has 


ammonium and 


used. 


been generally adopted. The current 
density ranges from 2 amperes to 10 
amperes per sq. ft.—for ‘the latter it 
is advisable to maintain the solution 
al a temperature 80° 
90° F. 

The “Watts” nickel 


solution has been a success, and with 


between and 


well-known 


some modifications is considered the 
standard solution to-day, when the 
high current densities are employed. 
In the beginning, 20 amperes per sq. 
ft. was specified, but now up to 5060 
amperes is used in several plants. In 
a few plants the solutions are operated 
alt 100 amperes per sq. ft. It is re- 
ported that in both outdoor exposure 
and salt-spray test the better protec- 
tion is obtained when a current den- 
sity of not exceeding 60 amperes per 
sq. ft. is used. This, no doubt, is due 
to the physical characteristics of the 
two deposits, which may be corrected 
as our knowledge of high current den- 
sity solutions increases. It has been 
found that temperature and current 
density bear a close relation to each 
other. If the current density is in- 
creased, the temperature must also 
be increased. The concentration of the 
solution is also increased. 

In the original Watts bath, the 
metal content had a range between 6 
oz. per gallon (45-52:5 
g./l.) ; the chloride, as nickel chloride, 
about 3 oz. (225 g./l.). With the 
adoption of the high purity anode it 
was necessary to increase the chloride 


oz. and 7 


content to 6 oz. per gallon (45 g./I.). 
The solutions that are operated at 
high current densities, e.g., 50-00 am- 
ft., have a total metal 
about 10 (75 g./l.), 
and the nickel chloride is 9 oz. per 
gallon (67:5 g./l.). The temperature 
used is 150°-160° F. The boric acid 
content has been increased to 5 oz. 
per gallon (37:5 g./L.). 


peres per sq. 


content of OZ. 


Although the use of boric acid in 
nickel solutions was brought out about 


878 by an English-born boy who 


came to America and made a name 


that is the by-word for electrical 
measuring instruments Edward 
Weston—we know less about its con- 
trol and its actual function than of 


any chemical generally used in plat- 
ing solutions, a fact of which none 
can be proud. 

There is still a difference of opinion 
as to the relative value of the high 
and low pH in nickel solutions. It is 
reasonable to that each has 
its peculiar advantages, and that as 
further experience is accumulated the 
good points of each will be recog- 
nized and classified. The high pH 
solution has better throwing power 
and cathode efficiency, and this limits 
the low pH solution to the plating of 
flat pieces, such as radiator shells and 
bumper bars. In.a recent paper on 
low pH solutions it was stated that a 
different pH should be used for still 
solutions. When agitated, the pH of 
the solution should be slightly higher. 
The pH values recommended were for 
still L5, and for those 
agitated 2:3. Good work is being pro- 
duced in both the high and low pH 
solutions and both are being operated 


assume 


solutions 


at about the same concentration, tem- 
perature and current density. 

For nickel 
alloys, the solution containing sodium 
sulphate is the one mostly used. It 
has that much of the 
trouble experienced with cracking and 
peeling of the nickel deposit was due 
to the amount of zinc present in the 
nickel solution. While no definite data 


plating zine or zine 


been found 


are available, it is considered that 
the maximum zinc content must not 
be more than 0-01 oz. per gallon 


(0-075 g./l.). When it that 
point the solution is “purified” by the 
nickel carbonate or ferrous sulphate 


reaches 


method. The necessity for the puri- 
fication of the solution is recognized 
and followed by plants where quality 
and quantity of production are essen- 
tial. While in some plants the nickel 
is deposited directly on zine it is 
considered more advisable to deposit 
from a eyanide solution a copper 
coating of from 00002 inch to 0-0004 
inch thick. This method has been fol- 
for 
proved quite satisfactory. 

To 
solutions is. to 
There 


mended 


lowed several years, and has 


even mention 


nickel 


discussion. 


bright 
invite 


are several processes recom- 


and all have been tried in 
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the laboratory, in the small shop and 
on large production scale. Each proc- 
ess has properties peculiar to itself 
and which permit certain classes of 
work under definite conditions to be 
produced satisfactorily. It would seem 
natural for me to say that the nickel- 
cobalt solution gives the best results 
consistently both in small and large 
units. This statement, however, I be- 
lieve, is fair. A British investigator 
found that the deposit was equal in 
physical characteristics to those ob- 
tained from the regular white nickel 
solutions when tested by the method 
he developed. It is also significant 
that it is the only bright nickel solu- 
tion that can be controlled completely 
by chemical analysis—including the 
addition agents. 


Zine Plating 


The electrozine plating of wire by 
the Tainton process awakened the 
plater and electrochemist to the possi- 
bility of operating solutions at cur- 
rent densities that seemed not only 
impractical but impossible. It is 
routine practice to deposit zinc on 
wire at the rate of 0-001 inch per min- 
ute or around 1,000 amperes per sq. 
ft. Runs of 1,500 amperes per sq. ft. 
have been made. There is every in- 
dication that steel in continuous sheet 
form will be produced plated at cur- 
rent densities comparable with what is 
being used for wire. A very unique 
tank will be used to permit the sheet 
being plated vertically, that is, on its 
edge. The anodes in this process are 
insoluble. The use of soluble zinc 
anodes which will permit the use of 
high current densities is practical. 
Anodes that will not polarize and 
which will corrode without any sludge 
have been developed. With them a 
electrical 
used, thereby maintaining the current 


constant pressure can be 
density at any desired point. The pH 


of the solution will change only 
slightly more than the pH of a nickel 


solution. 


Deposition of Tin 


The electrodeposition of tin is re- 
ceiving considerable attention in this 
country. There are in development 
commercial processes for the coating 
of strip steel to compete with the pres- 
ent hot tin-dip methods. 

The future holds much promise for 
the rapid development of the electro- 
deposition of metals. Current densities 
that were fanciful will be 
used for commercial production. It is 
predicted that the success of these new 


deemed 
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developments will be in the main- 
tenance of the metal content of the 
solution with anodes that will not 
polarize, the constant agitation by 





mass flow of the electrolyt: 


: Continu- 
ous filtration and refrigeration ,, 
keep the solution at a pre-d ermined 


temperature. 


Discussion 


\. D. Wett. The chief point brought 
by all the papers is the endeavor to 
increase the quality of coatings, par- 
ticularly of nickel, by increasing the 
thickness of deposit. The necessity of 
controlling the quality of plated 
standard specifications 
seems everywhere appreciated. The 
thickness of nickel of 0-002 inch which 
was demanded in one cas¢ 


articles by 


mentioned 
by Mr. Hocasoom was evidently the 
forerunner of an entirely different de- 
gree of plating. The increased pro- 
duction costs of such coatings are 
great and one obvious means of re- 
ducing these costs is the use of higher 
current density. 

The experience with bright nickel 
plating processes is difficult to sum- 
marize. The two chief types, however, 
are the low current density, high pH 
type, giving a deposit of poor me- 
chanical properties and the high cur- 
rent density, low pH type, giving a 
deposit of excellent mechanical prop- 
erties. The difficulty of analysis of the 
organic additions is well exemplified 
by Mr. HocaBoom’s comments on the 
possible decomposition of 

acid into hydroquinone 
whereas the nickel-cobalt alloy type 
of solution, as well as giving a deposit 


phenol- 
sulphonic 


of excellent mechanic properties is ex- 
tremely simple to control by analysis 
and the constituent 
easily obtained. 
Research on the pH control of alka- 
line baths such as that described by 
Dr. SPRINGER may be the solution of 
the difficulties sometimes experienced 


materials are 


in alkaline cleaning and the blistering 
of copper cyanide deposits on die 
castings. 

Dr. ScHLOTTER. Two points are im- 
portant. The first is that Mr. Ballay’s 
solution composition contains too 
small a chloride content which should 
be augmented to 10-15%. Secondly, 
much attention has been given to the 
thickness—that is the maximum or 
average thickness of the deposit. This 
is basically unsound as poor throwing 
power reduces these thicknesses very 
much on recessed parts and a greater 
average thickness might, with a low 
throwing power solution be accom- 
panied by reduced thicknesses in re- 
cesses. The surface quality of the 
article is also very important. It may 
shortly be possible to measure thick- 


METAL 


ness by a 
method. 

A. HoTHersA.t. It would be inter. 
esting to know if any figures are ayail. 
able for the variation in thickness over 
the surface of an article. Figures lone 
by Mese, CLarKE and others indicate 
that the minimum thickness on a sioni- 
ficant surface may be very much less 


non-destructive optical 


than the average; perhaps only one. 
half or less. 

The effect of plating conditions 
the distribution of deposit should als 
be borne in mind, especially if th 
trend of practice is in the direction 
of increased current densities, which 
may adversely affect the distributio, 
of deposit. 

Dr. Roperts. The value of th 
bright nickel process has been ver 
much underestimated. The baths using 
additions of colloids are practically 
useless, but we have another solution, 
easily controlled, containing no col 
loids, in continuous use for over 
year with satisfactory results. It 
essential that the polishing and clea 
ing before plating must be perfect 

We have rectifiers a 
satisfactory substitute for motor ger 
erators. 

Francis Carter. We have found 
that a sodium stannate type of tin 
solution is relatively easy to work. 
Special precautions must be taken for 
close adjustment of the ratio of th 
anode and cathode areas. 


found 


A considerable saving has beet 
effected during two years use of 
26,000 ampere rectifier installation as 
compared with the motor generators 
formerly in use. 

Water Meyer. The reception 
specifications in the U. S. A. has 


the whole. sood. Laret con 


g 
panies buying plated articles have 


Much _ other 


work is as yet inferior, and the stand 


been 


enforced specifications. 


ard specifications need adjusting ! 
special uses. 

Mr. GrirFituHs: It must be realizec 
that increased thickness of itself is n° 
the chief cause of increased resistanc' 
Reduced porosity is most important 
Means of reducing porosity rather 
than increasing thickness ma) 
ally be found. In the meantime, how 
ever, good practice and quate 
thickness are necessary if 
position is to retain its posi! 
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Round Wire 


\* new wire mill built by Re- 


public Steel Corp. at South Chicago 
was formally opened April 27th. One 
f the outstanding features of this mill 
; a huge electro-galvanizing unit that 
ats as many as 578 miles of fence 


wire in a single day. 


Electro-galvanizing Plant 


[his department has been provided 
with electro-galvanizing equipment in 
which the most recent achievements of 
electro-chemistry, metallurgy and in- 
dustrial engineering have been com- 
bined to 
which is approximately 500 feet, from 
end to end. It is equipped with 80 
pavoll facilitate 
operation on the electro-galvanizing 
capacity of 40 
strands of wire. Coils transferred from 


provide a continuous unit 


reels to continuous 


line, which has a 


the wire drawing or storage rooms on 
skids by electric lift trucks are placed 
on the payoff reels by two tramrail 
hoists. 

\fter normalizing in a pot of molten 
lead, as in hot galvanizing, the wire 
is allowed to cool and passes over 
sheaves into the cleaning tanks which 
extend for a distance of 70 feet. The 
wire passes first through a hot alkaline 
bath which removes all surplus dirt; 


nen through a water rinse and into 


the pickle tank where remaining sur- 
face impurities are attacked by acid. 
\fter another rinse, minute particles 
still present in the pores and structure 
{the steel which might prevent a 


nd are eliminated by pass- 


ig the wire through an electrolytic 
Nash ier, which etches the surface 
le for firm adhesion of the 
zit gs. After another rinse and 
a fin i dip it then passes through 
a hi se into the electro-galvaniz- 
mg t Large rollers hold the 
Strands beneath the surface of the 
Success 


solutions and they are kept 
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New Electrogalvanizing Mill for 








Huge installation of the Republic Steel Company 
coats 578 miles of wire per day; heavy zinc plate. 








By C. ¢ 


»» CRANE 


Vetallurgist, Wire Division, Republic Steel Corp., Cleveland, Ohio 


in line by porcelain sleeves on divid- 
ing walls between the various tanks. 
The electro-galvanizing tank is 140 
feet long, 6 feet wide and 2 feet deep. 
It requires approximately 43,000 gal- 
lons of special galvanizing solution, 
which circulates in the direction op- 
posite to that of wire travel, passing 
through filters, three 10,000 gallon 
settling tanks and a cooling tower. 
Thirty tons of zine anodes are im- 
mersed in this solution in the bottom 
of the electro-galvanizing tank as the 
wires, which function as cathodes, pass 
through it a little below the surface 
of the solution at speeds ranging from 
35 to 70 feet per minute, depending 


ey ee _ 
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upon the coating to be applied. The 
character of the special electro-gal- 
vanizing bath makes it possible to de- 
posit 27 successive, even coatings of 
zinc 99.9% 


pure upon the copper- 
bearing steel wire at current den- 
D 


sities up to 1500 amperes per square 
foot, without developing either pores 
or pits. Four 15,000 ampere motor- 
generator sets supply the current for 
plating. 

The wire passes out of the tank with 
its coating already dense and bright. 
It is merely dipped into a cold rinse 
to remove adhering solution from the 
galvanizing tank, then into a hot rinse 
to remove any final traces and to heat 


ne 


SAN Ws 


kyo 


Fig. 1. Wire of copper-bearing steel is etched in preparation for electro-galvan- 
izing as it passes through the electrolytic flash cleaner, identified here by  elec- 
tric contacts, all of which are fitted with porcelain fingers. 
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the wire so that, when it enters the 


air, for winding on the take-up reels, 


any remaining water will dry quickly. 
With the coating thickness determined 
by the flow of current and speed at 


which the wire passes through the 


tank, the operator merely sets the 


speed of the reels and the rheostats 
of the generator circuits to a setting 
specified for each desired coating, to 
insure a uniform, even deposit on the 
wire, 

The take-up frame consists of three 
separate units, two of these units hav- 
ing fourteen 22-inch blocks each, and 
one unit twelve interchangeable 16 or 
22-inch blocks. Each of these units is 
separately driven by variable speed 


motors. 


Solutions for Electro-galvanizing 


The early solutions for electro-gal- 
vanizing permitted the use of current 
densities of five to twenty amperes per 
square foot of surface being galvan- 
ized. The deposition of zinc was so 
slow that in order to produce wire at 
commer ial speed, the galvanizing 
tanks were prohibitively long. 

The galvanizing solution used by 
Republic Steel Corporation is the re- 
sult of extensive research. With this 
solution, it is possible to deposit on 
round wire, brilliant coatings of 
utmost uniformity, remarkably ductile 
and without pores or pits, at current 
densities up to 1500 amperes per 
square foot. The development of a gal- 


vanizing solution that would deposit 








vanwet 


Fig. 2. (Left) Current p, 
jour 15,000 ampere moto 

through large bus bars to 

porcelain insulated finger 

contact with the 40 stran 
which pass through this « 
bath continuously. The spe: 
travel, the voltage and ih: 
determine the thickness o| 
zine coating applied to wir 
controlled from a_ single  positio, 
opposite the electro-galvani 
The operator seen at this 


ng tani 

contr 

panel on the far side of th 

galvanizing tank knows 

heavy a coating will be deposit 

when he sets the speeds and este 
lishes current flow. 

rig. 3. (Below) Wire emerges | 


the 140-/t. electro-galvanizing ta 
with a multiple coating of pure zi; 
at a rate of 578 miles per day 
view shows some of the take up 
at the end of the 500-ft. conti 


electro-galvanizing lin: 
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coatings at high current 
ide possible the installa- 
alvanizing unit operating 





1 Fleet wwalvanized wire shou ing 


tiple coatings; Y700 


it commercial speed with a galvaniz- 
~ ng tank 140 feet long. 


Cleaning Round Wire 


lhe next problem was that of clean- 
v. for a satisfactory galvanizing solu- 
on would not produce perfectly ad- 
herent coatings on imperfectly cleaned 
re. Round wire is required to with- 


stand more drastic adhesion tests than 








fig. 5. Breaking test of electrogalvan- 
ized wire: X12 





steel strip which has been successfully 
electro-galvanized for years. With the 
methods of cleaning strip, electro-gal- 


vanized coatings on round wire would 


N not approach the degree of adhesion 
i the coatings on strip. 
rhe compounds used in drawing 
round wire are imbedded in the 
surface and pores of the steel by the 
extreme pressure resulting from the 
reduction in area of the wire as it is 
being drawn. 
Although not involving highly cor- 
‘ive reagents or high temperatures, 
© process not only thoroughly cleans 
le wire. but also etches the surface 
the exact degree most favorable foi 
idhesion of the pure zine coating. 
Properties of Electro-galvanized 
Wire 
Pu is very ductile. Electro- 
Val oatings are pure zinc, free 
ination and consequently 
me 
) | 
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wire with this pure zine coating can be 


bent. twisted and deformed without 
the slightest injury to the coating. 


Even with coatings as heavy as 3 oz. 
per square foot, no cracking, peel- 
ing, flaking, spalling or dusting is 
encountered. 

The weight of zinc deposited on the 
wire is controlled by the current flow- 
ing from the anodes to the wire and 
the speed with which the wire passes 
through the electro-galvanizing tank. 
The amount of current flowing and the 
speed of the wire remain the same 


when once set for a given weight of 


coating per square foot of surface. As 
a result, the thickness of zine coating 
is uniform from end to end of each 
coil and from one coil to another. 

Electro-galvanizing does not cause 
any trace of embrittlement or soften- 
ing. Rope wire or spring wire may be 
galvanized without effect on the phy- 
sical properties. 

The coating deposited on the wire 
is smooth, uniform, brilliant, dense 
and non-porous. Heavy coatings ap- 
plied by this process are just as 
smooth, tough, adherent and uniform 
as the light weight coatings. 








Stripping Metal Deposits 


Reclaiming rejects—deposits on Iron, Steel, Britannia. 








Brass, Copper, Nickel Silver, Silver, Zinc, etc. 
By NATHANIEL HALL 
Chemical Engineer 
\ HEN blistered, peeled or other- remove the plate and refinish the 


wise defective deposits are produced 
in the plating room, the manufacturer 
in a large number of instances finds 
ii more economical to scrap the de- 
fective articles than to remove the de- 
posit and refinish them. In some in- 
stances, however, such as where the 
article is assembled or otherwise 
fabricated before plating so that the 
polishing and plating costs are not the 
major items in the cost of production, 
it may be necessary to remove the de- 
posited metal or metals and refinish 
the work. 

In job shops, because of the variety 
of articles handled and the occasional 
character of most jobs, standardiza- 
tion of conditions for any particular 


kind of work 


Also, lack of time prevents thorough 


may not be feasible. 


investigation and experimentation 
which in the case of the manufacturet 
leads to the unearthing of unforeseen 
difficulties and the rectification of errors 
in procedure. It is not surprising there- 
fore, that the percentage of rejected 
work is usually higher in the case of 
the jobber and the scrapping of rejects 
In the first 
place the articles are not his property 


lLecomes a series matter. 


and an accounting may be required. 


Then again, when a manufacturer 
sends out 100 pieces to be plated as a 
sample lot and gets back 90 in good 
condition, the result as often as not 
is that the job plater does not get 
any more of that work. There is no 


alternative for the job plater but to 


articles. 

Confronted with the problem of 
siripping defective deposits, the’ plater 
is often at a loss as to which method 
he may use, with minimum attack of 
the basis metal and consequent mini- 
cost. of this 
article the various means at his dis- 
posal will be discussed together with 
the solutions, the deposits they will 
remove and the basis metals for 
they are suitable. 


mum refinishing. — In 


Ww hich 


Deposits on Iron, Steel and 
Britannia 


In general, a solution to be used 
for stripping must satisfy two re- 
quirements. First, it must dissolve the 
deposit in a fairly short time. Second, 
it must not attack the basis metal to 


Alkali evanide solu- 


tions with reverse current satisfy the 


any great extent. 
second requirement where 
the metal is of steel or 
Britannia metal. They also satisfy the 
first many 
cases, excepting deposits like nickel, 
for example, on which a film of in- 
soluble nickelic compounds forms. 


perfectly 
basis iron, 


requirement in a_ great 


The cyanide stripping solution is 
preferably operated in an iron tank 


with iron cathode and a voltage of 
from 6 to 8. The temperature should 
not exceed 120 deg. F. because the 


decomposition of the cyanide becomes 
very rapid above this figure. Agita- 
tion of the article prevents pitting and 





produces a cleaner job. The concen- 
tration of the 
critical and is usually kept at 
LO%, 1.e.. 15 ozs. gal. 
Where the kind of metal deposit to 


he removed does not vary. this pro- 


sodium cyanide ts not 
about 
from 8 to 


Thus for 
stripping silver alone, the addition of 
1-6 ozs./gal. of 


cedure is usually modified. 
soda to the 
sheet of 
made the cathode and 


causti 
cyanide is recommended. A 
silver may be 


when with 


built up metal, melted 
An old silver anode 
For the 


removal of gold. one or two ozs. ‘gal. 


down and rolled. 


serves the purpose very well. 


each of copper ¢ yanide. Rochelle salts 
and potassium ferrocyanide may be 
added to the cyanide strip and used at 
150-170 deg. F. 

Nickel plated iron or steel is often 
stripped electrolytically in a solution 
made up of: 


Sulfuric acid l gal 
Water l 


Glycerine 


pint 
] OZ, 


The solution is kept in a lead lined 
used. 
There is very little attack on the steel. 
This 


re adily under whic h cire umstances dis- 


tank and sheet lead cathodes are 


solution absorbs water very 
solved copper deposits by cementation 
and interferes with the operation. The 
water may be removed by heating the 
solution or by the addition of fuming 
(Oleum). The 


dissolved — sulfur 


sulfuric acid oleum 


contains trioxide 


which reacts with the water to form 
sulfuric acid according to the equa- 


tion: 
H.O + SO H.SO, 


Chromium is sometimes removed 


electrolytically by making the article 
the anode in a chromium plating bath 
Lut this procedure is not recommended 
the 


with 


because of contamination of the 


solution dissolved iron which 


forms iron chromate and lowers the 


conductivity of the solution. Reverse 
current in caustic soda with agitation 
is the best method, the attack on the 
so slight that the 


solution is used as a quantitative strip 


basis metal being 
where the piece is weighed before and 


after stripping to determine _ the 
amount of chromium deposited. 

An electric stripping solution which 
recommended for the re- 
5-10% 


Lead cathodes and a 


has been 


moval of brazing solder is 
sodium nitrate. 
current density of 10-15 amps./sq. ft. 
are advised. During use this solution 
becomes alkaline due to the formation 
of ammonia which must be neutralized 


by the addition of nitric acid. 
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In stripping iron and steel with the 
use of current it is important that no 
chlorides be present since attack of the 
basis metal is accelerated. Electrolytic 
stripping solutions are more eco- 
nomical than straight chemical strips 
but the process is relatively slow so 
that where the deposit is quite heavy 
and the electrolytic strip of small 
best to 


the deposit by suitable reagents. The 


capacity it may be remove 
most effective reagent for the removal 
of deposits from iron and _ steel is 
fuming nitric acid, or, where the vol- 
ume of the solution required is appre- 
ciable, a mixture of 3 parts concen- 
trated nitric acid and | part fuming 
nitric acid. Iron and steel are passive 
in both solutions. Since chromium is 
also passive in this reagent, all chro- 
mium removed first by 


must be one 


of the above methods. A somewhat 
cheaper reagent which is suitable for 
the removal of brass and 
LO% 


which 


copper, 
solution of sodium 
30% (100 


bronze is a 


cvanide to vol.) 


Foundrymen’s Convention 


\s we go to press the 41st Annual 
Convention of the American Foundry- 
mens Association is being held in 
Milwaukee, Wise., May 3-7. In our 
\pril issue (pages 160-161) was given 
a tentative program and the special 
features of the 


non-ferrous sessions 


which included papers on bronze 
founding, aluminum casting, copper- 
nickel, x-rays and the control of sand. 

\ full report of these sessions and 
the papers read will be published in 


cur June issue. 


Vedals for Achievement 


In accordance with the recommenda- 
tion of the Board of Awards of the 
\merican Foundrymen’s Association, 
three medals recognizing achievement 
and service to the Foundry Industry 
will be presented at the Annual Din- 
ner, Thursday, May 6, during the An- 
nual Exhibition in 
Milwaukee. The awards and their re- 


Convention and 
cipients are as follows: 

The John A. Penton Medal to JoHN 
Warp Bo.Lton, 
pany, Cincinnati. 

The J. H. Whiting Medal to Dr. 
James T. MAcKENZIE, 
Iron Pipe Co., Birmingham. 

The William H. McFadden Medal 
to CHarLes Witiers Brices, U. S. 
Naval Research Laboratory, Anacostia 
Station, Washington, D. C. 


Lunkenheimer Com- 


American Cast 


hydrogen peroxide is add 
quired, at an operating te; 
of about 130 deg. F. 

Zinc, tin and cadmium m 
moved by using warm dilut 
chloric acid. Cadmium may 
removed by a solution cont 


lb./gal. of nitra 


concentrated solution of hydroc! 


ammonium 


acid containing about 10 ozs 
antimony trichloride as an 
nickel plated 


worked after plating and annealed 


Sometimes 


remove the working strains. If fuy 
ing nitric acid is used to remove | 
noticed 


deposit it may be that the 


} 


entirely 
This is due to the fact that an int 


stripping is not success 
mediate alloy of nickel and _ iror 
formed. The removal of this all 
is effected cold 


hydrochloric acid, 22 deg. 


with concentra 
Be... sat 
rated with bromine. 

This article will be conc luded j 


early issue.—Ed. 


Plating Britannia Jewelry 


(.—As we 
white metal (Britannia) rhineston: 
jewelry, we would like to know if the 
is an imitation Rhodium plating, 
some other kind of plating that 
give a mirror like finish. Please ad 
vise what to use and how. We hav 
well equipped plating plant o 
own. 


are manufacturers 


We would like also to know the bes 
and the most economical, method 
polishing our metal, which will 
a high gloss finish. Please advise als 
what kind of buff to use. 

A.—lIn answer to the request for 
artificial deposit to imitate rhodiun 
we can only say that there is no metal 
which will duplicate the color 
rhodium. 

However, it is possible to use 
chromium plate that in many cases 
jewelry finishing will be suitable 
the trade. In 
operate a chromium solution 


case you do not 
on the formula can be found 
Platers’ Guidebook published 
Meta Inpustry. Nickel plat 
chrome. 

The polishing of Britannia 
best done using crocus as 4 
compound. The type wheel to 
be either a 48-48 cotton bi 
light weight canton flannel, o 
fine work a domet cloth. 
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Electrochemis't 


Problems 


ry. 
| HE spring meeting of the Electro- 
nical Society was held at the Ben- 
min Franklin Hotel, Philadelphia, 
Pa.. on \pril 28-May Ist. 
Papers of interest read before the 
Flectrodeposition Division are given 


ibstract below. 


Blister Pits in Electrodeposits 


By MIcHEL CYMBOLISTE AND 
JEAN SALAUZE 


Under certain plating conditions, 
characteristic minute blisters or blister 
pits will form in nickel, copper, and 
other deposits. Apparently, these blist- 
er pits are due to small gas bubbles 
which adhere to the plate and are 
sradually closed in and covered up 
with metal: or, the blister pits may 
he due to colloidal or suspended mat- 
ter of some kind or other which at- 
taches itself to the plate and then, 
especially when the electrical conduc- 
tivity of these particles is relatively 
high, metal will electrodeposit on top 
of these particles. Microphotographs 
illustrate the different cases of blister 
pits encountered. These photographs 
indicate that as a rule the _ blister 
pits are fundamentally due to floccu- 
lent basic salt particles which attach 
themselves to the surface of gas 
bubbles. 


{ Study of Electrodeposits Con- 
taining Nickel and Sulphur 


By Wu. T. Youne anp H. KERSTEN 


lectrodeposits containing nickel 
ind sulfur were formed from an elec- 
trolyte containing essentially nickel 
ammonium sulfate and sodium thio- 


] : ‘tT . . 
sullate. The composition of the de- 
posits was found to depend on the 
curr density and ranged from about 


-‘ per cent S and 72 per cent Ni, to 
» pe nt S and 87 per cent Ni. Four 


diffe structures were observed: 
hea ure Ni,S,; the same plus an 
URK structure; an amorphous 
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ts Discuss Deposition 








Papers on manganese, nickel, industrial chromium 
and the more abstract features of electrochemistry. 





structure; and a poorly crystallized 
nickel structure. 


Electrodeposition of Manganese 
Using Insoluble Anodes 


By Couin G. FINK anp M. KOLODNEY 


Both the chloride and the sulfate 
bath were investigated. The virgin 
manganese deposit is very susceptible 
to oxidation. Rapid agitation of the 
bath tends to oxidize the plate. Simi- 
larly, exposure of the freshly deposited 
metal to the air immediately gives rise 
to a dark surface film of oxide. The 
plate may, however, be stabilized by 
dipping it for a few seconds into a 
dichromate solution directly after with- 
drawal from the bath. Best deposits 
were obtained from a solution contain- 
ing 100 to 200 g./L. MnSO,.4H,0, 
50 ¢./L. (NH,).SO, and 50 cce./L. 
glycerol; pH 2.5 to 3.0; temperature 
25° C.; current density 10 to 12 
amp./dm?*; graphite anodes. Ammonia 
serves as an important buffer. Man- 
ganese can be plated to a considerable 
thickness; it is hard, white and lus- 
trous, and will remain so indefinitely 
after being rendered passive in a dilute 
dichromate solution. Manganese may 
be codeposited with either iron or zinc. 


Heavy Nickel and Chromium De- 
position in England. Recovery of 
Excessively Worn Machine Parts 


By CuHarvtes F. BontLia 


The equipment and plating practice 
of the Fescol Company in London is 
described. Most of the work plated 
consists of worn machine parts. Shafts 
and bearings are built up for reuse. 
The hardness of the applied nickel 
plate is that of annealed tool steel, 
whereas that of the chromium plate ex- 
ceeds that of quenched case-hardened 
sieel. The standard plating baths are 
used. For degreasing the surface be- 
fore plating, trichlorethylene is used. 
Brief notes are appended on cadmium, 
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copper, and lead plating practice. 


The Electrodeposition of Mangan- 
ese from Aqueous Solutions 
Il. Sulfate Electrolytes 
By W. E. Brapr ano H. H. Oaks 


Pure, smooth, coherent, silver-white 
manganese has been electrodeposited 
from aqueous sulfate electrolytes. 
Smooth deposits over 0.4 mm. thick 
have been prepared. These plates have 
resisted atmospheric oxidation and the 
corrosive action of laboratory fumes 
for over three years. Cathodic current 
efficiencies of 60-75 per cent are nor- 
mal, using an electrolyte of 100 g./L. 
MnSO,.2H,O plus 75 g./L. (NH,), 
SO, plus 60 g./L. NH,CNS, a cathode 
current density of 25 am./dm.*; a pH 
of 4.0 to 5.5 and a bath temperature 
of 3” C. , 


Alkaline Plating Baths Containing 

the Ethanolamines. Part 5. Cop- 

per Plating from Diethanolamine 
Solutions 


By C. J. BRocKMAN and J. B. WHItLey 


Solutions of copper sulfate contain- 
ing diethanolamine do not deposit cop- 
per on steel by contact, and they do 
not produce dependable results. The 
deposits are unsatisfactory. The addi- 
tion of sodium oxalate is decidedly 
beneficial. A series of baths containing 
copper sulfate, diethanolamine, and 
sodium oxalate yielded satisfactory 
cathode deposits at various concentra- 
tions and current densities, when the 
weight ratio of CuSO,.5H,O to sodium 
oxalate was approximately 3 to 1. 


Alkaline Plating Baths Containing 

Organic Amines. Part I. Copper 

Plating from Solutions Contain- 
ing Diethylenetriamine. 


By C. J. BRocKMAN 


Good electrodeposits of copper have 
been produced from solutions of cop- 
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per sulfate containing diethylenetri- 
amine in sufficient quantity to produce 
a clear blue color. The amine concen- 
tration and the bath temperature may 
he varied within fairly wide limits. 


The cathode 


0.03 0.25 


densities were 


(0.46 1. ] 


current 
» amp. Sq. in. 


amp. dm. P 


The Occlusion and Diffusion of 
Hydrogen in Metals. A Metallo- 
graphic Study of Nickel-Hydro- 
gen, 

\. Moore and 
DonaLp P. SMITH 


By GEorG! 


\ metallographic study is described 
of the behavior of pure degassed and 
hard-rolled nickel upon cathodic oc- 
clusion of hydrogen. From considera- 
tion of the results, together with facts 
already known, it is shown: (a) that 
hydrogen enters the metal primarily 
along slip planes evidently rifted dur- 
ing rolling; (b) that the large quan- 
tity of hydrogen taken up electroly- 
tically, in excess of that which can be 
dissolved in the lattice, is retained 
chiefly in other rifts along planes of 
a family parallel to the plane of 
rolling; (c) that the latter rifts may 
have been present, at least in incipient 
state, before the entry of hydrogen, 
and were merely enlarged by the gas. 
By comparison with the results of an 
earlier metallographic study, it is 
shown that the hydrogen patterns pro- 
duced in nickel and in palladium are 
qualitatively alike, and that their dif- 
ferences, due to the greater solubility 
of hydrogen in the palladium lattice, 
do not make necessary the assumption 
of changes different in kind from those 
which afford an adequate explanation 
of the effects found in nickel. From 
geometrical consideration of the ob- 
served structures, in connection with 
the data of others, it is further shown 
to be probable that the slip had oc- 
curred, during the rolling of the nickel 
foil, not only on the octahedral planes 
which are recognized elements of trans- 
lation, but also on certain dodecahe- 
dral planes. 


Vetals Codeposited with Tungsten 
from the Alkaline Tungsten Plat- 
ing Bath 


By M. L. Hour 


This study of the effect of various 
metal salts added to the Fink tungsten 
plating bath is a continuation of 
previous work. Plating baths which we 


made of specially purified materials 





I2f 


eave no deposit when used in the or- 


dinary electrolysis. Fink recommended 


certain metal additions to the bath to 
act as depolarizers. Some of the metal 
salts we added acted as depolarizers 
and codeposited with tungsten at the 
cathode. Various compounds of iron 
except potassium ferri- and _ferro- 
cyanides were equally effective. The 
nickel compounds tried showed no out- 
standing differences. Cobalt, tin, and 
cadmium were found to codeposit with 
tungsten. It seems likely that the posi- 
tion of the metal in the electrochemical 
series determines whether or not it 
acts as a depolarizer. 

The following papers, more abstract 
in character, were also read. 
Wilder D. 
Bancroft. Professor of Physical Chem- 
istry, Cornell University, Ithaca, N. Y. 

Copatt as A Cataryst, by Colin G. 
Fink, Head, Division of Electrochem- 
istry, Columbia University, New York 
City. 


THE RARE 


AnNopE Reactions, by 


EARTHS AS CATALYSTs, 








by B.S. Hopkins, Professor 
istry, University of Illinois, | 
Hli., and W. A. Taebel, Assis 
Chemistry, University of Illi: 
bana, Ill. 

ELECTROKINETIC POTENTIA 
METAL SuRFACES, by J. F. ( 
Assistant Professor of Chemist: 
due University, Lafayette, In 
Herschel Hunt, Assistant Profess 
Chemistry, Purdue University 

THe ELECTROCHEMICAL Oxipario, 
oF Copper Lactate, by W. E. Brad: 
Professor of Chemistry, Universit 
Maine, Orono, Maine, and H. 0. Fa 
scheer, Research Chemist. State ( 
lege of Washington. 

THe MEASUREMENT AND Rect 
TION OF PH witH THE GLass FLEX 
TRODE, by D. A. Maclnnes, Associat 
Member, The Rockefeller Institute fo: 
Medical York, and 
[L. G. Longsworth, Assistant, Th 
Rockefeller Institute for Medical R 
search, New York. 


Research, New 








The State of the Metal 
Products Industry 





L, is a generally accepted belief that 
during the past few months, business 
has been decidedly on the upswing. 
\ccording to newspaper reports, sta- 
tistical services, trade association state- 
ments and other sources of general 
information, the increase has been not 
only general but large. 

In order to test the accuracy of these 
general statements in the field of metal 
metal 
finishing, Meta INDUSTRY made a sur- 


products manufacturing and 
vey of about one hundred representa- 
tive firms in the various specialties of 
the field. Purposely, we restricted this 
survey to a comparatively small num- 
ber for the simple reason that a large 
survey would take so much time that 
by the time the results were compiled, 
the information would be out of date. 
Moreover, the representative character 
of the companies chosen makes it a 
practical certainty that the results will 
speak for the field as a whole. 

In order to keep the information in 
the simplest possible form so that the 





METAL 


understandab|: 


the lay business man, and would | 


results would be 


require an expert statistician 
cipher and analyze, we phrased 
question in the following simple terms 
“How does the volume of business 
to date in 1937 compare with the \ 
ume for the same period of 1950 
“Shipments per cent al 
per cent below 1936. 
“Orders 
per cent below 1936.” 
Replies to this question, show 


per cent aboy 


follow ing ° 
Vetal 


(Fabrication and 


Products Vanu/a 
{ssembling 
ments rose from 11% to 110 
dividual cases. Average rise. 
Orders rose from 10% to 275 
age rise, 66.7%. 

Metal Products Finishing 
Polishing, 
ments varied from a drop ol 
a rise of 148%. Average ris 


Orders rose from 6% to 146 


j 


Lacquering, et 











age rise 46.4%. 
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Annual Open Meeting of 
the Newark Branch A.E.S. 











rr 
i HE Newark Branch of the Ameri- 
Flectro-Platers’ Society held its 
\nnual Educational Session and Ban- 
quet al the Hotel Douglas on April 
(th | ive interesting papers were pre- 
ented during the afternoon meeting 
which the Branch Librarian, PAUL 
\. OLDHAM, presided. 
Austin FLtetcuHer of the BREWER- 
licHener Co., Binghamton, N. Y., 
ave detailed figures on Barrel Plat- 
g. Cathode 
0.80 to 100% were claimed in bar- 


eficiencies of from 
el plating cadmium from a solution 
ontaining 114 ozs. of cadmium and 
ozs. of free cyanide. For zine plat- 
ng a solution containing 9.72 ozs. of 
vine cyanide, 12.8 ozs. of total cyan- 
de. and 13.1 ozs. of total alkali was 
used. With a temperature of 86 deg. 
I. and 375 amperes flowing on 52 sq. 

of work the barrel efficiency was 
9.2°,. When plating work that has 

) meet sper ifications the plating time 
was usually figured assuming an efh- 
iency of 85%. In a copper cyanide 
solution of 2 ozs. of metal and 1.5 
zs. of free cyanide the efficiency was 
20.3 at 96 deg. F., but this fell 

27.6% at 100 deg. F. 

Mr. FLETCHER gave many figures 
n the blackboard for nickel plating 
A solution of 6.5 ozs. of 
nickel and 5.0 ozs. of chloride had 
in efficiency of 90% at a pH of 5.6. 
Below this pH the efficiency would 


ban rels, 


drop as low as 50%. 

W. E. Bancrort of Pratt & Wuirt- 
\eY. Inc., Hartford, Conn., described 
Hard Chromium Plating. From his 
experience hard chromium is no differ- 
ent trom regular chromium excepting 
that the deposit is heavier. Either the 

or the 53 oz. solution can be 
(he temperature is 130 deg. F. 
ch for faster plating the tem- 
erature can go to 150 deg. F. The 

t itself is not as difficult as the 

of handling the work. Clean- 
erformed in the usual way: 
alkaline cleaner with direct 

and cold hydrochloric acid 

fore going into the chrome 

the work is given a reverse 
reatment in a solution of sul- 

| or chromic acid (18 deg. 
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Baume) to improve the adhesion. The 
voltage on the plating tank is from 
3 to 7 volts. A series of slides were 
shown which demonstrated the method 
of racking dies and other tools. Parts 
with sharp edges or which will re- 
ceive severe shock in service are not 
recommended for chromium plating. 
Dies which have been plated are very 
successful. Their life has been 4 to 5 
times longer than that of the unplated 
die. 

Frank C. Meste of Onetna, Lrp., 
Oneida, N. Y., spoke on “The Effect 
ef} Current Distribution on the Quality 
and Structure of Silver Deposits.” 
The use of potassium cyanide and 
potassium carbonate is recommended 
for silver solutions. The improved re- 
sults warrant their higher cost. The 
anode should 
surface. Mr. 


surface equal the 


MESLE 


interesting figures on the 


cathode gave 
some very 
operation of silver solutions at higher 
temperatures to obtain faster plating. 
At a temperature of 55 deg. F. a cur- 
rent density of 5 amps./sq. ft. is the 
maximum, but at 85 deg. F. the cur- 
rent density can be increased to 15 
amps./sq. ft. The current density is 
also determined by the concentration 
of the solution and the agitation. 
Under proper conditions it is possible, 
although not commercial as yet, to 
deposit 0.0015 inch of silver in 3 min- 
ules, or a current density of 200 am- 
peres per square foot. A set of experi- 
ments was then which 
measurements were made of the varia- 


described in 


tion in current density over irregular 
shaped articles. The ratio between the 
low current density point and the high 
current density point is 1 to 5 at a 
temperature of 60 deg. F. At a tem- 
perature of 80 deg. F. the ratio is 1 
to 33. Stress was laid on the fact that 
by making use of this large difference 
in current distribution at 
higher temperatures, it is possible to 


density 


plate better quality silverware since 
a greater weight of silver can be de- 
posited op the points subjected to 
wear. 

Greorce B. Hocasoom of the Han- 
son-Van WinKLE-Munninc Co., Mata- 
wan, New Jersey, presented a paper 


entitled “What Does the Ammeter 


1937 


Tell?” It was pointed out that the 
thickness of deposit obtained from 
any given solution cannot be definitely 
determined from the ammeter reading 
and the length of time in the tank. 
The composition of-the solution, the 
cathode efficiency, the type of work, 
and other factors will have their in- 
fluence. Several types of tests are ap- 
pearing for the measurement of thick- 
electrodeposits. The latest 
method has been developed by Mr. 
BRENNER under the direction of Dr. 
Bium at the NatTionaL BuREAU OF 
STANDARDs. It involves the use of a 
magnet suspended on a pivot. The 
force required to 


ness of 


pull the magnet 
loose from the nickel plate is a meas- 
ure of the thickness of the deposit. 
This test is good only for nickel de- 
posits over non-ferrous basis metals, 
but it is rapid and has a good accuracy 
within the limits of commercial meas- 
Other 
ests are available to the plater, such 
test lable to the plat f 


urement. types of thickness 
as the dropping test, the jet test, and 
the microscopical test. 

\ series of slides was then shown 
illustrating the various points which 
mentioned in the talk. A 
set of curves showed how the efficiency 


had been 


of cyanide zinc solutions varied over 
wide limits depending on the composi- 
tion of the solution. Photomicrographs 
of cross sections of zinc deposits were 
thrown on the screen and from these 
it could be seen that the type of struc- 
ture obtained was greatly influenced 
by solution composition. 

Dr. C. B. F. Younc of Cotumsta 
University, New York, gave a paper 
on Metal Coloring. Mention was made 
of several metal coloring processes 
including the electrolytic process be- 
ing developed by Unirep Curomium, 
Inc. It was stated that better results 
could be obtained from the copper 
black — if 


caustic soda was used in the solution. 


carbonate-ammonia some 
\ black color on tin was described. 
by the INTER- 
NATIONAL Tin Researcu & DEvVELop- 
MENT CounciL and consists of a solu- 
tion of disodium phosphate, 100-200 
ems./liter, plus 20 cc./liter of phos- 
phorie acid. A current density of 40 
amperes per square foot is used. Dr. 
Younc then 
work done by Mr. PFtom™ at Cotum- 


This was published 


described some recent 
BIA on a black coating for magnesium. 
The solution consists of chromic acid 
and trisodium phosphate. Samples of 
this color were shown and had a good 
appearance.—G. Bb. Hocaspoom, Jr. 
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T 
HE flexibility and shape of polish- 


ing wheels has a direct relation to the 
shape of the part being polished, the 
metal from which the part is made, 
and the finish desired. The finish de- 


greatest im- 


sired is perhaps of the g 


portance and should be given the most 
consideration. The quality of finish 
may range from a flexible ground 
finish on a No. 30 abrasive to the finer 
quality required for enamel or for 
high chromium. The part may range 
forging or casting to 
that of a light rolled sheet stock, each 
presenting a different problem depen- 


from a heavy 


dent on finish. 

The problem of flexibility and shape 
of polishing wheels was commonly 
recognized a few years ago and still 
exists in a limited way, in some in- 
dustries. The once common practice 
was to allow each new man who went 
tc work as a polisher, from three to 
six days to prepare the polishing 
wheels for the type of work that he 
was expected to do, before he was 
placed on a piece work basis with the 
other men in the shop. 

This preparation consisted of bush- 
ing the hole in the wheel if it did not 
fit tightly on the shaft, balancing and 
dressing the wheel until it ran true, 
and shaping the face of the wheel to 
fit the contour of the part to be pol- 
ished. These wheels were considered 
the individual worker’s private prop- 
erty so long as he remained in the 
shop and the setting up and care of 
them was entirely in his hands. The 
quality and the amount of work he 
produced was dependent on his ability 
to keep his tools working one hun- 
dred per cent. 


Modern Production Changes This 
Picture 


With the introduction of mass pro- 
duction this entire picture has changed. 


*From Grits and Grinds, Vol. 28, Ni a 
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The Flexibility and Shape of Polishing 


Wheels and Relation to Performance 











How the characteristics and properties of polishing 
wheels make them suitable for different classes of work. 





By R. L. SCHWAEGERLE 


Grain Field Engineer, Norton Company, Worcester, Mass.* 


The polisher no longer uses the same 
wheel each day, nor has he anything 
to do with its recoating. Very often 
his knowledge of using a polishing 
wheel is limited to one operation. The 
care of the wheels may even be in 
the hands of men who have no prac- 
tical knowledge of their use through 
actual operating experience. 

To approach the wheel efficiency ob- 
tained by some of the old polishers, 
close supervision and experimentation 
with different types of polishing wheels 
would be a step in the right direction. 





Fig. 1. Narrow wheels are used to 


polish between automobile radiator 


grills. 





METAL 


Errors in Polishing Wheel 
Operation 


Some of the more common evils 
fcund, outside of recoating, are (1) 
wheels that are too soft or flexible: 
(2) the face of the wheel not properly 
shaped for the contour of part being 
polished; and (3) wheels out of truth 
and not in balance. 


The extensive use of the sewed buf 
polishing wheel in recent years has 
contributed much to these evils. This 
wheel has come into common usagt 
because of the low first cost and the 
ability of inexperienced operators to 
use the wheel with a degree of success. 
It is recognized that the sewed bufl 
polishing wheel has a wide use in the 
industry, but it also has limits. 

The use of sheepskin and felt wheels 
for finishing on the soft metals such 
as brass, aluminum, copper, bronze, 
and white metal would prove to be 
more economical than sewed buff 
wheels if the cost of buffing was given 
more consideration in the total cost of 
finishing. A luster and fine cutting 
action can be obtained with sheepskin 
and felt that cannot be duplicated with 
sewed buff. The face of a sheepski! 
ov felt wheel should be shaped to ht 
the part polished. While they are 
flexible to a degree, there is also 4 
density present that produces a high 
finish which leads to a lower buthng 
cost. The first cost and the narrow 
working limits of felt and sheepskin 
wheels have been used as the greatest 
arguments against their use, but prope! 
supervision and training of the oper 
ators can solve this objection. 


The very fact that the sewe buff 


wheel is very flexible and has broad 
working limits is also object! ble. 
Unless the wheel is made 0 gh: 
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Fig. 2. 


ide sheeting and properly sewed it 
- almost impossible to hold a formed 
face. There is a general tendency for 
the sewed buff wheel to break down 
the edges or corners, which results 
a convex face. When this condition 
exists we find operators using a convex 
ice on all parts regardless of shape. 
The flexibility of the sewed buff wheel 
vill follow the contour, but the width 
contact will vary 
of the 


in relation to the 


nvexity wheel face as 


com- 


Polishing small tool parts 


pared to the shape of the part pol- 
ished. The efhiciency of the w heel will 
be very low, based on the width of 
contact on flat or convex shapes. 
Another factor not often considered 
is the fact that a soft flexible 
wheel does not hold abrasive grain as 


very 


strongly as the more dense wheels. 
The extreme flexibility of the wheel 
destroys the structure of the abrasive 
glue head which in turn means rapid 
wheel wear. This is especially true 


‘omobile bumpers being polished in an automatic machine; a belt 
arries the work under progressively finer abrasive grain. 
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with coarse 
head. 

Very interesting results could be ob- 
tained from experiments with canvas 


grain or a heavy wheel 


and compress wheels in industries do- 
ing heavy duty polishing on heavy 
castings and forgings. These wheels 
can be obtained in various degrees of 
hardness. While they cannot be made 
as soft or flexible as sewed buff wheels, 
they are made hard enough to hold 
any shape cut in the face and suf- 
ficiently flexible to follow the contour 
of part to be polished. 


Verde Green Finish 


(.—Isn’t another — brush 
method and formula for verde-green 
on bronze besides the sawdust method ? 
What formula is there for a_ light- 
brown finish on bronze? 

Where there are highly 
the bronze-work which is 
lacquered, will the spray of lacquer 
over the verde-green finish make it 
peel or affect it in any other way? 


there 


polished 


parts on 


\.—There are several verde antique 


finishes. A common one is: 


Copper nitrate ozs. 


Calcium chloride 


pH 


ozs. 


4 
Ammonium chloride 4 ozs. 

4 

l 


gal. 

This can be stippled on the work 
with a brush. Some time is required 
for the solution to act. The stippling 
is continued during this period. 

For formulas on _ verde 
antique finishes obtain a copy of the 
PLATERS GUIDEBOOK lists sev- 
eral of these. Also, you will find 
“Metal Coloring” by A. H. Hiorns to 


he very the 


other 


which 


good; obtainable from 


Meta INnpbustry. 

In answer to question on wax or 
lacquer causing the 
The lacquer may 
peel due to using a poor grade of 
lacquer or to not having the surface 
clean and dry before lacquering. Wax 
in the same way, will not peel or flake 
off if the surface is clean and dry be- 
fore applying. In purchasing lacquer 
specify use to which it is to be put. 

Kind of sawdust 
dust 


peeling finish 


itself will not peel. 


in the saw- 
hardwood 


used 
method is 
sawdust. 


(maple) 
A wood box is suitable for 
a container. 

A colored wax can be used in finish- 
ing the verde colors but these are diffi- 
cut to apply so as to obtain a uniform 
coloring effect. If wax is applied 
over a clear lacquer the desired color 
will be difficult to obtain. 

—G. B. H., Jr. 
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The Application of Lacquers to 
Metal Products 








Methods of applying lacquers vary with product, 
finish, and manufacturing conditions. Efficient pro. 
duction often depends on proper choice of method. 








By GUSTAVE KLINKENSTEIN 
Vice-President and Technical Director, Maas & Waldstein Company, 
Newark, New Jersey 


L ACQUERS are applied to metal 
products in several different ways 

manually, by brushing, dipping, o1 
spraying, and mechanically by dip- 


volves a minimum expenditure for used in warm weather when the hea 


ping, gasket coating, centrifugal spin- new finishing equipment; then, as pro- is turned off and the atmosphere co: 


ning, spraying, or roller coating. duction expands and a change in tains much more moisture. Finishers 
method is found justified, equipment of course, fully understand these mat 
Problems Involved ziving better results can be installed. ters, but few of them can keep abreas 

;, er Lacquering is a delicate and complex the developments that are constant 

In selecting a method for finishing operation, and even the most expert taking place in the realm of mod 
a given product, a number of factors lacquer chemistry and physics and tl 


f \ . " é > . F . 7 o . s ‘ 
have to be taken into account, includ should be cautious about making a 


ing the oe = ges the product, changes in processes or produ ts will 
its material, the number of units to : . 
. ' cut first consulting the lacquer ma 


be finished pel hour o1 per day, the facturer. 


kind of lacquer to be used, the finish- It often happens, that in select 


1 dipping- a finishing process, the chief probl: 
whirling machine to be solved is one of materials | 
for small quan- dling—nothing must delay the 
tities of small flow of the product through the fa 
products, which tory. In such cases, the ease wit 
are first immersed which the lacquer chemist can 
and then centri- the properties of his products is 
fuged. great importance to the product ma 
ae en facturer. Broadly speaking, lacquers 


Machine ( 


ing facilities available, and other Fie. 2 
manufacturing conditions. Often care- . 
ful study, and even some experimenta- 
tion is required before it is possible 
to determine which method will pro- 
vide the most satisfactory finish at the 
lowest cost per unit. [It is common 
practice, and also common sense, to 
finish a new product in the early stages 


ot i é v i in- . 
production by a method that in can be developed to suit any given s 


‘i : of manufacturing requirements; an¢ 
finisher is liable to run into unex- “er 
nnd ‘ag a ae when the finishing department 

pected difficulties in finishing a new 

product. Hence, whenever possible, it 

is wise to avoid a heavy investment 

for new finishing equipment until all 

of the requirements of the finishing 

process have been learned through 

experience, 

As has already been frequently 

pointed out in this series of articles, 

the composition of lacquers and the 

thinners used with them vary widely 

with the applications to which they 

are to be put. Thus, a lacquer formula 

suitable for dipping a certain product 

is unlikely to be adapted to spraying 

the same product. Furthermore, a 

formula that will work well under cer- 

tain circumstances may fail under 

urtes ‘0 others. Thus, a lacquer and thinner Courtesy De 

Fig. 1 This hydraulically operated dip- that give good results when sprayed Fig. 3. A general utility 
ping machine regulates separately the in the relatively dry air of a steam- jor delicate work or hea 
speeds of immersion and withdrawal. heated room may blush badly when trial jobs. 


Maas & H'aldstein | 
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ottle-neck and holds up pro- 

loser cooperation between 

t manufacturer and the mak- 

quers and lacquering equip- 
isually indicated. 

\lthough. inherently, every method 

ving lacquer is exceedingly 

a high degree of skill and 

nee is needed to produce good 

vaults. Even the elementary operation 


Bie 





lir Bru 


Fig. 4. How an adjustable nozzle 


is a spray gun operator to 
ary the shape of the discharge 


brushing requires a_ well-trained 
hand: a competent spray-gun operator 
ist be an artist in his line: and, be- 
nd the workers, there must be expert 
pervision which concerns itself with 


numerable technical details. 


Methods of Application 


Brushing. Brushing will always be 
sed to a certain extent for lacquering 
irlous products, although the method 
applicable in industry only where 
roduction is very small. The operator 
sott 


ses } 


and 
given surface with a single 


camel’s hair brush 
ross brushing is avoided be- 
iny retouching of the original 
is apt to leave marks. 

ng lacquers must be made 
scid and slower drying than 


r other methods of applica- 


Jipping. Hand dipping, like 
has no place in quantity pro- 
t it still continues to find 
certain circumstances. 
which 
content but, 


juer, must have a 
at the 


very thin, is placed in 


same 
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wood or metal tanks. Large objects are 
dipped singly, and small objects are 
handled by mounting them on racks 
er placing them in wire baskets. Great 
care must be taken in order to pre- 
vent the formation of blisters caused 
by air bubbles carried into the lac- 
quer with the product, and to drain 
off the excess of lacquer properly so 
that a uniform coating will be formed 
without runs, wrinkles, and “tears.” 

The dipping tanks must, of course, 
be kept open while the operators are 
at work. This constitutes a fire hazard 
and also permits both the excessive 
loss of the solvents through evapora- 
tion and the contamination of the lac- 
quer by dust and dirt. These drawbacks 
tend to limit the use of hand dipping 
even where it might otherwise be 
applicable. 

Machine Dipping. In contrast to 
hand dipping, machine dipping is a 





urtes DeV hiss 


Fig. 5. Automatic rotary spray finish- 
ing machine. The work, on revolving 
spindles is carried past the spray and 


into the drying oven. 


practicable industrial finishing proc- 
ess. Small products can be machine- 
dipped in many 


quantities up to 


thousands per hour: excellent coatings 
can be obtained: and the use of open 
lacquer tanks is eliminated. 

In a simple type of dipping ma- 
chine, the products, carried by a rack, 


are merely lowered into the lacquer 
and then withdrawn. The machine is 
operated by hydraulic, or electri 
power; both the’ down speed and the 
up speed can be regulated to suit the 
job being done; and the control can 
be actuated manually or automatically. 
The racks can be placed in the ma- 
chine and removed by an operator o1 


they can be handled by a conveyor 
system. 

In a patented dipping machine, this 
The racked 
pieces remain stationary and the lac- 
quer tank is raised and: lowered. This 


operat ion is. reversed. 


method produces unusually good re- 
sults. 

In this, and other dipping machines, 
certain precautions must be observed. 
The speed of immersion and the physi- 
cal characteristics of the lacquer must 
be such that 
ried into the lacquer by the products. 


no air bubbles are car- 


The speed of withdrawal must be so 
slow that the excess of lacquer drains 
off smoothly and evenly by capillary 
attraction and without dripping from 
the ends of the products. During and 
after withdrawal and until the lacquer 
has hardened, the products must not 
he subjected to air draft or vibration, 
since either will cause the lacquer 
coating 
wrinkle. 


Certain products, such as hand-bag 


to be applied unevenly or 


frames, compacts, hinges, ete., 


frequently 


are 
dipped by a_ continuous 
process, The products are carried by 
racks which, in turn, are carried by 
a conveyor. The products first’ pass 
through 
through 


the lacquer bath and then 


When they 


a drying oven. 








Fig. 6. Eureka spray booth, showing 
exhaust fan which removes fumes and 
vapors, thus protecting the operator 


and minimizing the fire hazard 





emerge, the coating is hard enough to 
withstand further manufacturing oper- 
ations. Machines of this type can lac- 
quer upwards of 3,000 units per hour 
and can apply coatings that, within 
desired thick- 


ness, hardness, and durability. 


wide limits, are of any 


Va ’ 


Fig. i. Rolle 


lacquering 


machine for 
length, 
thickness up to | inch and any width 


coaling 


sheets. any ary 


up to 50” 


Gasket Coating. Machines for dip- 
ping lead pencils, broom handles, wire, 
and other products of uniform dimen- 
sions, are often so designed that the 
product is pressed through a close- 
felt, gasket, 


leaving the lacquer 


fitting rubber, or steel 


immediately on 
bath, so that the excess of lacquer is 
wiped off and a uniform coating is 
assured. With adequate conveyor or 
pulley arrangement, 


gasket coating 


can be completely mechanical and 

very economical in operation. 
Centrifugal Spinning. Small objects 

produced in large quantities, such as 


hooks 


fasteners, buckles. ete.. 


and eyes, buttons, snap 


are very suc- 


cessfully finished in whirling ma- 


chines. In these machines, the prod- 
ucts are carried in a wire basket. They 
first immersed in a tank of 
then they removed and the 


hasket of pieces is rotated rapidly, 


are lac- 


quer ; are 
first in one direction and then in the 
other. This causes the excess of lac- 
quer to drain back into the tank and 
keeps the to- 
\ basket of pieces can be 


pieces from sticking 
gether. 
coated by these machines in less than 
to this 


cylindrical, or 


a minute. Products suited 


method are round, 
irregular in shape. Flat pieces, or 
those that tend to nest. cause trouble. 

Tumbling. Small products are also 


The 


pieces, in a wire, or perforated metal 


lacquered in tumbling barrels. 
container, are rotated in lacquer for a 
few minutes and are then allowed to 
drain. 
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Vanual Spraying. Without the spray 
gun, the present widespread use of 
lacquer in industrial finishing would 
be impossible. This instrument, de- 
veloped originally for spreading paint 
and other materials over large areas, 
has proven ideal in the application of 


kinds of 


lacquered 


lacquers. There are many 
products which cannot be 
satisfactorily by dipping or brushing, 
but the spray gun knows no limita- 
tions. Though not always the most ef- 
ficient means to employ in a given 
case, it can be used for lacquering 
articles of any size, shape, or material. 

With few 
kind of lacquer used 
finishing can bé applied by spraying, 
end there ate certain kinds that can- 


very exceptions, every 


in industrial 


not be satisfactorily applied in any 


other way. Moreover, spraying is 
adapted to all types of manufacturing 
operations—it is equally useful for 
the individual of single 


products and for the application of 


finishing 


standard finishes in mass production. 


The principle of the spray gun is 
the same as that of the household ato- 
mizer. It is operated by compressed 
air, the pressure of which varies from 


Courtesy Leon Barrett Co 


. Centrifugal machine to remove 
excess lacquers and smooth out the 
coating after products are covered 

with lacquer 
about 30 lbs. for light lacquers to 
about 65 lbs. for heavy enamels. Pres- 
100 Ibs. 
used in automobile finishing, and very 
light employed for 
special decorative work. The “general 


sures above are sometimes 


pressures are 


purpose” spray gun gives thy 
wide control over the size 

characteristics of the spray s 
vary it in accordance with 

he is doing. 

Lacquers for spraying are | 
shipped in a concentrated f, m 
are diluted with thinners by 
isher to the 


desires. 


secure consist: 


For good results, it is imp 


rtant t 
use a lacquer developed especially 


t 
if 


the job in hand, and it is equal! 
important to use the thinner that was 
specially developed for the lacquer 
There are about thirty compounds that 
are commonly used in lacquer thinner: 


rnurte ré ’ N 


Fig. 9. Gas-heated drying oven, 


by 


radiation from tubes along 


walls 


and many more that are 


he ale 


employe 


occasionally for special purposes \| 


of these differ in solvent power, bo! 


ing point, evaporation rate and othe 


properties that have a very definit 


influence on the qualities o! the la 


quer with which they are mixed an¢ 


the film formed by the lacquer 


La 


. bl 
quer thinners are almost inyariab! 


of 
carefully prepared to produc: 
desired results. If the wrong 


combinations these 


compet 


is used with a given lacquer. 
diminish the spraying qualitic 
lacquer and it may impair t! 
bility, adhesion, and lustre of t! 
and increase the possibility 
ing, orange-peel, and other 
Neither appearance nor odo! 
affords indication of t! 
composition of a thinner, an 


any 
a finisher is well grounded 
Vay 
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bral organic chemistry, he should 
| by the lacquer manufac- 
hs the choice of the thinners he 


atic Spraying. When a single 
ail is produced in very large 
antities. it may be lacquered by 
means of an automatic spraying 
uations. 

In a machine of this kind for lac- 
quering cylindrical lip-stick holders, 
the holders are carried on vertical 
spindles which are mounted on a large 
turntable. As the turntable revolves, 
each holder, revolving rapidly on its 
spindle, is brought past an automatic 
spray gun. The gun emits a jet of 
lacquer spray, which covers the ex- 
terior surface of the holder completely. 
Such a machine can lacquer several 
thousand units per hour. 

In finishing large flat surfaces, auto- 
matic spray guns are arranged to move 
horizontally back and forth while the 
work to be coated moves continuously 
forward on a conveyor or belt. 

For finishing some products the 
machinery required must be very com- 
plicated and a multiplicity of spray 
suns must be used. Obviously, these 
machines must be specially designed 
for each particular product. 


Roller-Coating. In the manufacture 
of numerous products made of sheet 
metal, it is often much cheaper to 
form them from prelacquered stock 
than it is to lacquer them individually 
after forming. In lacquering the metal 
sheets, coating machines, which apply 
the lacquer by means of rolls, are 
frequently used. The rolls must be of 
a composition other than rubber, as 
lacquer solvents have a deleterious ef- 
fect on rubber. 

Lacquers used for this purpose must 
be very tough and elastic and able to 
withstand such processes as stamping 
and drawing without rupture or peel- 
ing of the film. 

Drying Ovens. Lacquers as a class 
are distinguished by the rapidity with 
which they dry in the air at ordinary 
room temperatures, but sometimes, 
especially under conditions of mass 
production, it becomes necessary to 
shorten the drying period to a very 
few minutes. To this end, the lac- 
quered articles are “forced dried” in 
ovens operating at temperatures from 
30° to 110° F. Higher temperatures 
should not be employed because, if the 
solvents are expelled too rapidly, the 
lacquer coating may be damaged by 
bubbles and pinholes. 


Filling Pits in Metal 


().—Would you please advise us of 
the composition of the metal used for 
filling in automobile bodies and 
fenders, and if any special flux is 
required? We have been using a soft 
solder for this purpose with very good 
esults but on a recent trip to Salt 
Lake City picked up one of your 
pamphlets entitled Founders Mixtures 
nd Methods published in 1927 and 
would like to get more information. 

\.—-Soft solders that are mainly tin 
nd lead are generally used to fill up 
pits and slight depressions so as to 

ike smooth surfaces on sheet metal 
work. As strength is not specially 
needed, a low melting point solder is 
ind more quickly applied. For 


heapness the tin should be low and 
thy | | 


lel 


high but the opposite is 
lor effectiveness in working. 
| has the higher melting point 
ore difficult to flux on steel. 
is good flowing qualities and 
readily. An alloy of about 
wv t nd 40 lead makes a good 
tor general work. Some use 
. t nd 30 lead for easier and 
‘eaner work, A little antimony, 1%, 
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may be added where hardness is de- 
sired. It also prevents some shrink- 
age. The addition of a little bismuth 
1 or 2°c—greatly lowers the melting 
point and also prevents shrinkage. 

For some special repair work where 
hardness and strength are required, 
and also the ability to withstand heat, 
use 60 copper, 20 tin and 20 zinc, 
which is a combination brass and 
bronze. Some use 45 copper and 55 
zinc for yellow hard solder which is 
a true brass. Use a small acetylene 
torch and a neutral flame to melt and 
apply. 

About the best flux for preparing 
steel surfaces to be tinned is the zinc- 
muriatic (hydrochloric) acid liquid. 
Dissolve zinc clippings in the acid, 
using a crock, until gassing ‘stops. 
Dilute the liquid with about equal 
water and apply freely to the 
steel with a brush. Some add a 
little sal-ammoniac to the mix. 
Ready made fluxes can be bought. 
These are proprietary compounds that 
do not have their compositions pub- 
lished. However, they are handy to 
use and may be economical in most 


Drying ovens may form part of con- 
tinuous production systems, the prod- 
ucts being carried through them by 
conveyors, or they may be of the 
cabinet type and loaded and unloaded 
by hand. Steam can be used for heat- 
ing purposes, if it is available, and 
electricity is excellent when its cost 
is not too great. Many—and perhaps 
most—drying ovens are, however, 
heated by gas. 

In the preferred type of gas-heated 
ovens, the heating is indirect and there 
is no possibility of the solvent vapors 
coming in contact with an open flame. 
In ovens up to 6 feet wide, the gas 
burners can be located in the oven 
walls and heat the interior of the oven 
by radiation. With larger ovens, this 
arrangement may not provide a uni- 
form heat, as the products nearest the 
heat-radiating surfaces may prevent 
products in the interior from being 
sufficiently heated. In such cases, 
heated air can be supplied by separate 
air heaters and distributed throughout 
the oven by fans. In all cases, of 
course, the solvent vapors must be 
promptly removed from the oven by 
a system of ventilation that will keep 
the atmosphere of the oven below the 
point of inflammability at all times. 


shops. The ones that both flux and 
tin the surfaces are especially con- 
venient and effective. With these 
it is required to heat the surface 
moderately and then paint the grease 
flux over the heated area by the 
use of a steel blade, such as a 
length of hacksaw blade. The 
tin coating appears quickly and then 
the solder can be put on at once. 
These fluxes are advertised in METAL 
INDUSTRY and other periodicals deal- 
ing with the metal trades. 


W. B. Francis. 
Gun Metal on Pencil Tips 
Pencil tips can be given a gun metal 


finish using a black nickel solution. 
\ suitable formula is: 


Single nickel salts 10 ozs. 
Double nickel salts 6 ozs. 
Zine sulphate > ozs. 
Sodium sulphocyanate 2 ozs. 
pH 6.6 
Temp. 70 deg. F. 


Use carbon anodes and a voltage 
not over about *4 volt for still tank 
plating. For barrel plating an oblique 
type barrel insuring good mixing of 
the load is best. The black nickel can 
be deposited directly on the brass. 


G. B. H. 
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Shop Problems CASTING © METALLURGICAL 


FABRICATION -* 


ASSEMBLING «= « 





PLATING ° 


* 


FINISHING 


Questions from readers relating to shop practice and answers by our associate editors 





Ball Burnishing 

() Please advise where | can get 
some information on ball burnishing. 

\.— Some information on this can 
he obtained from the 1936 issue of the 
Platers’ Guidebook published by the 
Meta INpusTRY. 

Detailed 


can he 


information for your case 
supplied if the type of work, 
other essential 


barrels available and 


information is given. 
Advertisers in the Metra. INDUSTRY 
who handle ball burnishing equipment 


or ball 


pounds can be approached with the 


burnishing soaps and com- 


problems on hand. 

An extensive article on burnishing 
101-102 of the 
Meta In. 


appeared on 
March. 1936, 
DUSTRY. 


pages 
issue of 
An article on the burnishing of 
aluminum appears on page 301 of the 
\ugust, 1936, Meta In- 
DUSTRY. 

G. B. H., 


issue ol 


Jr... Problem 5,576. 


Brass on Die Castings 


().—-Would you be so kind as to 
comment on the advisability of plat- 
ing brass directly on zinc base die- 
castings? The brass is to be lacquered, 
and the article an alarm clock base. 

Our present procedure is to nickel 
plate, nickel shine, brass plate, brass 


shine, and lacquer. Experimental work 
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we have done in plating the brass di- 
rectly on the die-castings has been very 
successful, we are able to secure ex- 
cellent results. The question has been 
raised as to the possibility of the brass 
lifting up in time and I am wondering 


if you would comment on th 
A. Brass plate applied dire 
die cast zinc base metal will 
be subject to diffusion with th 
fhe resulting alloy will be brittle and 
cause peeling. 
If a piece of brass plated \ 
S00 deo. | 
will be found that the brass wil] 


placed in an oven at 


appear even if it be lacquered. |; 
same way the brass will disappea 
ever a period of time at normal 1 
temperatures. 

The best procedure is to « opper pl 
to a thickness of at 
has been found that this thickness 
sufficient to 


least 0.0003 


insure against peel 
diffusion. Then the br 
can be applied over this. 

The nickel plate direct, and ti 
brass is of course also sood pr ctl 


G. B. H.. Problem 3,904 


caused by 


Bright Dip for Nickel Silver 
Q.—We would like some inforn 
tion on the subject of bright dipping 
The metal to be bright dipped is 1!) 
nickel silver. What we would lik 
a formula to give it a bright col 
preparatory to chrome plating. Thes 
articles have had the black scale ! 
moved by a sulphuric pickle. 
\.— Articles 
nickel 


dipped in a solution made up as 


made from a | 


silver alloys may be brig! 


lows: 








Use this 


N ame 
Address 
Employed by 
Kind of solution 
Tank length 

Anode surface, sq. ft 
REMARKS: 


arr separate sheet if necessary 


Describe trouble completely. 


width: 


Distance from cathode 


Give cleaning methods employed 


Fill in all items if possible. 


Blank for Solution Analysis Information 


Class of work being plated: 


Volume 


Solution depth - 


used 


Cathode surface, sq. ft.: 


Kind of anodes: 


Send 


small 


Original formula of solution: 


sample of work showing defect it 














NOTE 


bottle: label bottle with name of solution and name of sender. 


Street, New York City 
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Before taking sample ot solution, bring it to proper operat ing level with water; stir thoroughly; take sample in 2 or 3 


PACK IT PROPERLY and mail to METAL INDUSTRY, 


INDUSTRY, May. 








~ it id 2 gals 
| \ { 1 gal. 
Ad z. muriatic acid for 5 gals. 


mixture. First place nitric 

d cid resisting stoneware crock 
shen add sulphuric acid and finally the 
acid. Dip should be operated 
ld. To keep dip cool, place stone- 

wk in an asphaltum or lead- 

: ned wooden tank with cold running 


Work should be free from grease 

d oil before bright dipping and 

should be in dip only until a bright 
finish is obtained. Monel metal 


r stoneware baskets may be used for 
{ipping work. 
It may be necessary to dip work in 


solution made up of P- 


parts sul- 
iric acid, | part nitric acid and 5 
parts water to prepare metal surface 

> §6©6 for bright dipping. 
Nitric ac id 
lded_ifirst 
huric acid. In preparing both the 


and water should be 
and finally the — sul- 


cht dip and this solution, rubber 
cloves and goggles should be used to 
prevent acid burns. 

\bove solution should be operated 
ld and same type of container and 
tank should be 
entioned under bright dip solution. 


Oe 


old water used as 


Problem 5,578. 


Chromium Plating 


().—A change in organization makes 
necessary for me to become ac- 
juainted with the best 


tices in chromium plating. 


present prac- 


| have used and am familiar with 
the B. of S. 33 oz. CrO.. 0.34 oz. 
H.SO, per gallon bath, but understand 
hat many changes have been made in 


' 


he last tew years. 
\.—No revolutionary changes have 
ide in the solutions for the 


eposition of chromium. 
solutions are used in common 
today, namely. No. | 


acid and .33 


33 ozs. 
oz. sulphuric 
chromic acid and 
acid. The ratio of 
id to sulphate radical is 


4 OZ. 


) 
sulphuric 


last two vears certain addi- 
been added to the 
acid plating baths. 


is have 
hromie 
ition agents are supposed to 
ithode current densities 10 
ich results in greater throw- 
eliminating separate or 


odes in some instances 


le to be plated is intricate 
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work has been done 
relative to hard chromium plating or 
the deposition of thick coatings of 


chromium for wear resistance. 


Considerable 


Improvements have been made in 
equipment for use in chromium plat- 
ing such as tanks, generators, exhaust 
systems and anodes. Any reliable plat- 
ing supply company has available in- 
formation on such new equipment. 

T. H. C., Problem 


RY 


Chromium Without Current 


Q.—Can you tell me if there is a 
coloring solution for chromium, with- 
cut use of current? 

A. At the present time there is no 
solution available in this country that 
can give a color on chromium by a 
simple dip process using no current. 

G. B. H.. Jr., Problem 5.580. 


Cleaning Linotype Mats 


(.—We have a problem in cleaning 
mats that are used in newspaper of- 
fices in the linotype machines to cast 
up the type. Machine is oiled and in 
the slides that these drop down there 
is a small amount of graphite, and 
ence in a while they drop on the floor 
and pick up the dirt. 

A shiny finish is not needed, only 
they must be clean. They must be 
racked for cleaning as they cannot be 
banged around together. An acid dip 
cannot be used as it will break down 
the fine edge of the box around the 
indented letter and cause the cast let- 
ter to pile up with metal and give a 
raise that will be seen when same goes 
to print. 

\.—The cleaning of the mats should 
be done in two steps, that is, first the 
removal of oil, dirt or grease. and 
then the pickling off of the scale or 
discoloration. 

For the first step it is suggested that 
a cleaner be used such as a regular 
platers cleaner. This can be purchased 
from any supply house such as those 
Merat INpustry. 
The cost of such compounds is usu- 


advertising in the 


ally less to the consumer than would 
be the cost of 


sary materials in small lots and mix- 


assembline the neces- 


ing them himself. 

After cleaning in a platers cleaner, 
the directions for which will be sup- 
plied by the manufacturer, the mats 
can be given a bright surface by dip- 
ping in a solution of sodium cyanide 
2 to 4 ozs. per gallon, warm. 


Or. a dip composed of: 


1937 





Sodium dichromate 10 to 12 ozs. 


Sulphuric acid 4 02. 
Water 1 gal. 
Temp. 120-180 deg. can be used. 


This dip will not attack the edges 
of the mat as an acid dip would. 


G. B. H., 


Problem 5,581. 


Peeling Nickel 


().—We are sending, by parcel post, 
sample of a nickel solution of single 
nickel salt. We 


peeling and the metal is too soft. 


have difficulty with 


A.—The analysis of the solution 
submitted is as follows: 


Nickel 1.44 ozs./gal. 
Chloride, — as am- 

monium chloride. 2 oz. /gal. 
pH 6.5 ozs./gal. 


An ordinary room temperature 
nickel can be run with 3 ozs. of nickel 
and 3 ozs. of chloride per gallon. If 
this is being run as a bright nickel a 
lower metal and chloride content is 
better. 

The pH is too 


he partially responsible for the peel- 


high and may 


ing. Also it is low in boric acid. 

To correct the pH add sulphuric 
acid. However, due to the sensitiveness 
of the solution to pH change in its 
present condition it is advisable to first 
build it up by adding: 
nickel salts 
Ammonium chloride 


Single 8 ozs./gal. 
2% ozs./gal. 
Boric acid 2 ozs./gal. 
After these additions have dissolved 
the pH should be corrected to 5.8 or 
6.0. If a sample is forwarded the cor- 
rect addition to make for this purpose 
will be given. 
G. B. H.. Problem 5,582. 


Plating Stop-Off 


(.—Wish you could inform us how 
to plate 50/50, that is, plate one-half 
of an article and leave the other half 
unplated. Could we put paint or 
varnish on the part not to be plated ? 
If so, how could we remove it from 
the unplated article when completed ? 

\. Specially stop-off 


varnishes or lacquers are used for coat- 


prepared 


ing metallic surfaces to prevent de- 
position of metallic coatings. 

Stop-off coatings or films are readily 
removable with solvents made for us¢ 
with either varnish or lacquer. Such 
stop-off materials are made by many 


of the lacquer manufacturers. A num 


ber of these concerns are listed under 
the Buvers’ Guide in Meta INoustTry. 


T. H. C.. Problem 5.583 
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Metal Cas ting Digest 


Short abstracts of articles of interest to practical non-ferrous foundrymen and metallurgists 





THERMAL EXPANSION OF COPPER- 
BERYLLIUM ALLoys. Peter Hidnert, 
Jour. Research Nat'l. Bureau of Stand- 
ards, Vol. 16, page 529. 

The samples tested contained from 
1.33 to 3.03% beryllium. Although 
found which could 
not readily be attributed to differences 
in composition or heat treatment, the 
coefficient of expansion did not, in any 
differ that of 


( 


more than 8%. 
eee 


variations were 


case, from copper by 


THE TIN 
Somigli. In- 
dustria Meccanica, Vol. 18, page 347 
(1936). 


INVERSE SEGREGATION 
SWEAT OF 


AND 
Bronzes. G. 


Experimental work is described 
tending to show that segregation and 


These 


phenomena do not appear when solu- 


sweat are due to occluded gas. 


tion of gas in the metal is prevented. 
eee 


Tin Bronzes CONTAINING NICKEL. 
B. Trautman. Giessereipraxis, Vol. 57, 
page 289 (1936). 

When 5% nickel is substituted for 
half the tin in the conventional 88-10-2 
alloy, the resulting castings show im- 
proved properties, 20% increase in 
in tensile strength. 
10% in Brinell 
By quenching these cast- 
ings from 760°C (140°F) and anneal- 
s15°C (600°F), 


ties are further improved, the Brinell 


vield point, LO% 
50% in elongation, 
hardness. 


ing at these proper- 


reaching values as high as 170. 
a 


sal- 


Laiton. 


NICKEL Sitvers. M. 


Chavy. 


CASTING OF 
Cuivre et 
(19360). 


lay and R. 
Vol 


The use of such degasifiers as mag- 


9, page 271 


nesium, manganese, aluminum or sili- 
\ little graphite 
the 


con- 


con is rec ommended. 


(3 to 50) may be mixed with 


moulding sand to increase its 
ductivity. 
eee 


Recent Procress iN Licht ALLoY 

Castinc. L. Montupet. Bull. Assoc. 

Tech. Fonderie. Vol. 10, page 269. 
New 


manganese are 


alloys containing titanium or 
described. 


THe GERMAN Founpry EXHIBITION. 
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By H. M. ST. JOHN 
{ssociate Editor 


Anon. Metal Ind. (London), Vol. 49, 
9th, 1936). 

\ description of some of the equip- 
ment exhibited at Dusseldorf in Sep- 
tember, 1936. 

ee @¢e 
SAFETY IN THE MetTAL_ INpbustTRY. 
EK. A. Bolton. Metal Ind. (London), 
Vol. 49, page 391 (Oct. 16th, 1936). 
Presidential address to the Birming- 
ham Metallurgical Society. 


page 359 (Oct. 


\ review which includes several 
items of foundry interest. 
© 2 . 

NICKEL IN AMERICAN BRONZE AL- 
1oys. Anon. Metal Ind. (London), 
Vol. 49, page 407 (Oct. 23rd, 1936). 

The use of nickel in alloys of the 
88-10-2 type increases toughness, grain 
refinement, fluidity and wear resist- 
Either 2% or 5% of nickel 
is used in substitution for an equal 
amount of 


ance, 
tin. The second alloy, 
while less suitable than the first for 
bearing purposes, attains a strength of 
14 tons per sq. in. and 44. elonga- 
tion. 
eee 

RECLAIM AND PREPARE SAND. Lester 
B. Knight, Jr. Foundry, Vol. 64, Oct. 
1936, 26. Abstracted from the 
annual exchange paper of the A. F. A. 
to the French Foundry Technical Asso- 


page 


ciation. 


Modern sand preparation includes: 
(1) cleaning and screening the sand 
metal and 
other foreign material: (2) rebonding 


to remove fragments of 
and mulling used sand: (3) aerating 
(4) 
ing air from the sand handling equip- 
the dust 
hines. 


the sand after mulling: exhaust- 


ment to reduce hazard and 


remove harmful Removing 2 


2° 
to oo 


© of inert fines increases perme- 
ability as much as adding up to 30% 
clean silica sand. 

eee 
BRONZES IN MACHINE CONSTRUC- 
TION. John D. Watson. Metallurgia, 
Vol. 14, page 173 (Oct. 1936). 


Quality bronzes. with composition 


adjusted to fulfill the desired 
are now available. 


DOs 
Tin hard a8 
per; a little zinc makes it easie 
cast; manganese adds strength 
nickel 
toughness and resistance to wear. Th 
safe load for bolts made from silico 
bronze is twice that for phosph 
bronze, five times greater than stand 
metal. Nickel 
t2ining L0% or more of nickel has 
tensile strength of 40 tons per sq 
ai a temperature of 1100°F and 
therefore suitable for 


corrosion — resistance: 


ard gun bronze 


use with nigt 
pressure steam. 

eee 
PERMANENT Mop CastTINcs In A 
MINUM. R. J. Roshirt. Iron Age, Vi 
158, Nov. Sth, 1936, page 50. 

Aluminum, cast by gravity 

permanent molds, is said to be 20 
than die-cast al 
The applications 
such castings are discussed. 

eee 
ZINC-ALLOY DIE 
NENT IN 1937 Cat 


Iron Age, Vol. 1: 


page 34. 


stronger pressure 


minum. many 


CASTINGS PROM 
Herbert Chas 
Nov. 12th, 193\ 


A review. 
eee 

PROPERTIES OF MONEL aT Low Te) 
PERATURES. D. E. Ackerman. Met 
Progress, Vol. 30, Nov. 1936, page » 

Describes the results of expe! 
mental work with forgings, anneal! 
metal, castings, cold-drawn rod 
At the temperature 
310°F) the tens 
strength is 50% higher than 
ductility 
Impact resistance is ils 


welded plate. 
liquid air | 
temperature, with 
paired. 
affected by this low temperatur: 
suitable addition 
the 
comes magnetic at about 32°! 

forms of the alloy tend to be 

creasingly magnetic as the temp 


agents 


le ss 


cluded in allov cast mor 


is lowered. 

- * € 
HARDENING OI 
LURGICAL Propucts. L. Guillet 
et laiton, Vol. 8, Page 367 (19 

A review of materials whic! 


AGING AND 


hardened and aged by heat tr 
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odern Production EGuijzment 


New processes, machinery and supplies for metal products manufacturing and metal finishing 











: a 
Binder for Grinding Wheels* 
> 
Latest Products 
No one has learned to grow large crystals wheels containing a wire mesh as _protec- 


nd, and many of the abrasives in 
rdinary use seem to serve better in granu- 
rm than they might if we were able 
prepare them in the shape of tools made 
1 design from homogeneous material. 
Grains must be bound together to make use- 
shapes which requires a bonding me- 
ind. in this direction too, various de- 
Rubber, syn- 
hetie resinoids, ceramic bonds—each have 


elopments have been made. 


r advantages and their limitations; one 
r another is espet ially adapted to particular 
types of grinding. It is easy to see that 
the making of cut glass may require a wheel 
ery different type from that needed to 





tion to the workmen who used them. He 
could do this because the silicate bond 
matured at temperatures which did not 
change the brass wires imbedded in his 
wheels. He used a concentrated solution 
of silicate of soda and clay with the addi- 
tion of substances designed to form in- 
soluble silicates in the course of the bak- 
ing process, and this type of bond is still 
serving the industry, though, of course, in an 
The ability to make four- 
foot wheels (see Fig. 1) in the picture, with- 


improved form. 


out risk or loss due to cracking in the con- 
solidating process, and the possibility of de- 
signing such a wheel for a rush order and 


Fig. 1. 
Four-foot 


grinding wheel 








“ ff bars of tool steel or to produce a 
wearing surface on a crank shaft. 

s picture of advancing technology, 

cate of soda bond has retained a 
usefulness from the earliest days 

rt. In the sixties of last century 
Hart in Detroit 


made = grinding 
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Grip ling UH 


shipping it within a day or two of the time 
iis constituents have been weighed out and 
put into a mixing vessel, are important ad- 
vantages. Some of the large wheels are 
(see Fig. 3) and 
many special shapes are made to reach sur- 


now of the segmental type 


faces inaccessible to wheels of conventional 


shape. The degree of hardness, that is, 


the length of time any particular grain is 





Fig. 2 
Segmental type 


abrasive wheel in use 


Grinding Wheel 





Each month the new products or services 
announced by companies in the metal 
and finishing equipment, supply and 
allied lines will be given brief mention 
here. More extended notices may ap- 
pear later on any or all of these. In 
the meantime, complete data can be 
obtained from the companies mentioned. 











Ring Type Proving INstRUMENTS FOR 
CuHecking Marertats Testing MACHINEs. 
Morehouse Machine Co., York, Pa. 


CirarK Crarity Tester. A device for 
laboratory and works control for observing 
the clarity of liquids and estimating traces 
of suspended matter. Laboratory Equipment 
Co., 146 Lafayette St., New York. 


Ain-CooLtep Gas Booster. Suitable for 
continuous work. Lammert & Mann Co., 221 
North Wood St., Chicago, Il. 


ELECTRICALLY OprerRAteD FLow METER. 
Synchro-Meter. Bailey Meter Co., 1050 Ivan- 
hoe Rd., Cleveland, Ohio. 


CAMPBELL CuTAMATIC MAcuine. Abrasive 
cutting for large parts in a minimum of time. 
Andrew C. Campbell \merican 
Chain and Cable Co., Inc., Bridgeport, Conn. 


Division, 


Frow Meters. To measure flows of steam 
purchased or produced in the plant with ae 
curacy and reliability. The Foxboro Co., Fox 
boro, Mass. 


“Dynamic Brakinc.” The use of the driv 
ing motor itself as a brake for quick and 
reliable stopping of chucks on machines 
cutting castings. Reliance Electric & Engi 
neering Co., Cleveland, Ohio. 


held in place during the cutting operation, 
can be regulated within.rather wide limits 
by the amount of silicate, and its relation to 
the associated mineral matter. 

With the increase of knowledge about the 
fundamental processes by which rocks and 
other insoluble silicates are formed, the 
further control of properties of the silicate 
bonds is to be expected, but up to the pres 
ent time, the combination of properties ap 
pears unique because, at temperatures far 
below red heat, it is possible to transform 
the liquid soluble silicate complex into a 
solid which holds the grains together with 
a tensile strength above a ton to the square 
inch. Because conditions vary a great deal 
in different plants, it is always dangerous 
to lay down general rules of procedure, but 
it is safe to say that one of the phases 
requiring study in the formulation of sili 





cate wheels is the problem of keeping the 
bond just where it is wanted, that is, at the 
point of contact between individual grains, 
and not filling up the interspaces. In con 
sidering this problem it is necessary to 
take into 
needed to cure the 


account the temperature cycle 
wheel, and to choose 
to the added mineral matter in such a way 


that the reduction f viscosity which the 


silicate solution undergoes when heated will 
be offset by the presence of the mineral 
matter as well as by the thickening due 
to loss of moisture. On this account, the 
particle size of the clay, the amount of 
reactive material, usually zinc oxide, as well 
as the composition and concentration of 
the silicate, are factors which must be con- 
trolled. 


Fig. 3. 
Segments tor 


large u he els 


Goodrich Lacquer Hose 


A new hose designed especially for spray 
ing various types of lacquer and syntheti 
enamels has recently been anounced by The 
B. F. Goodrich Company, Akron, Ohio 

The tube of this hose is made of the lat 
est improved form of Thiokol, known as 
Thiokol “D,” 


have a high resistance to the powerful sol 


which tests are said to show to 


vents found in lacquers. Hose is of braided 
construction and has a smooth, flexible cover 


made of a tough black rubber compound. 


Goodrich Lacquer Hose is available in 500 


lengths in 4”, *&” and %” sizes. 


Hose for la quer 


Automatic Filter Powder Feeder and Mixer 


This new equipment now being intro 
duced to the plating trade feeds and mixes 
neasured amounts of Hyflo filter powder 


into platin olutions while filtering and 


claimed be used in connection 


with all makes of pressure filters now being 
used to filter plating solutions. 

Hyflo filter powder is silica of dia- 
tomaceous origin, that facilitates the re- 
moval of suspended matter from the solu 
ion, and has been used by many platers 
during the past few years to obtain fine 
filtration and maintain a fast flow rate over 
a long cycle before it is necessary to clean 

filter. These platers have been adding 
filter powder and mixing by hand, and 
find this automatic feeder and mixer 
valuable addition 
equipment is made by the Industrial 
Pump Mfg. Company, 1030 W. 
Chicago, Ill 


Industrial Cleaner 
\ cle ining compo ind ( illed Mu site ; 14 
is been produced by the Ward Chemical 
& Mfg. Co. Ine., 53 Park Place, New York. 
This material is recommended by the manu 
facturers for still-tank cleaning of iron and 
disassembled machinery tools, 
r} ] 


overhauling, re-assembling or 


METAL 


stocking for future use. It ca; 
also in metal working plants f 
moval of mineral oil base cutti: 
ing, tempering and slushing oils 
plications are wet tumbling of fe: 
parts prior to tank cleaning; 1 
quenching and tempering oils in 
ing departments; cleaning fer 
in metal washing machines prior 
for rust prevention. 

Detailed recommendations for 
cation will be given freely on reg 


Protective Creams for 
Workers’ Hands 


Workmen as a rule do not indu 
heauty treatments, but those in som 
have greater need for cosmetics thar 
wives and daughters. This is especially 
of men who have to handle chemicals. 
vents, greases, and oils that destroy 
tective secretions of the skin and pz 
the formation of lesions which are 
painful and may become serious 

To protect its own workers’ hands, VI 
& Waldstein Company, makers of ind 
finishes, Newark, New 
veloped two special protective creams: FP 
tective Cream No. 1 for use on the 
before 


Jersey, hay 


beginning work, and _ Prot 
Cream No. 2 for use after work is finis 
As many of the company’s customers | 
need of a similar preparation, it has 
cided to put these creams on the mark 
M&W protective creams have beet 
useful for protecting the hands of pair 
finishers, chemical workers, printers 
chanics, handlers of gasoline, greas 
oils, and others whose hands are 
with water during their work. Accord 
the manufacturer, this treatment keep 
hands soft, and prevents the skir 
drying out, cracking, and developing 


and sores, 


New Material Method for Bac- 
teria Control in Air-Condition- 
ing Systems 


Extensive studies have indicated 
teria control in air-conditioning s 
a protective measure that adds anot! 
able feature to the proven health 
mercial advantages of air-conditior 
In many types of air-conditioni 
economy requires the re-use of 
emploved for washing or sc! 
filtered air before it Is 
rooms that are being condition 
known fact that a considerable 
organic matter from. re-circulat 
introduced into the re-ciré ulated 
providing sufficient food mater 
bacteria to grow and increas« 
to this, algae and slime growtl 
on surfaces directly in contact 
and thus interfere with the ef 
tion of the system. In addit 
of coils used for heating 
ilso accumulate deposits and 
washed air, so that au washer 
of high bacterial content of 
bacterial growths on = surtaces 
carrier of infectious organs! 


to health. 
Oakite Products, Inc., 22 Tha 
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its Research Division, have 
w material known as Oakite 
it is claimed, successfully 

m. When added to the re 
er used to wash or scrub air, 
r keeps the wash-water sterile 
he growth of slime and algae 

system. This new material 
completely soluble, to trans 


water or air, and to provide 


a stable, colorless solution that is safe and 
non-toxic. It is non-corrosive to metal sur 
faces, helps prevent water scale formation. 
li is said also, to be extremely economical, 
only very small amounts of Oakite Airefinet 
being required to destroy bacteria and to 
keep water sterile. 


\ booklet 


nection with this new development is avai 


giving further details in con 


able on request to those interested. 


Unit Heaters 


vw ot unl heater called Vodel 


een brought out by the Young 














Young Model FH unit heater 


Radiator Co., Racine, Wise. This heater is 
designed to combine the latest development 
in heat transfer and air delivery. It is made 


for floor mounting, vertical wall mounting 


or horizontal ceiling suspension. Units can 
be lo« ated 


eflective 


where they will do the most 


heating job without interfering 
with manufacturing processes. 

Among the advantages claimed are the 
following: low installation cost; low operat 
ing cost; zone temperature control; forced 


1ir circulation. 


Only a few units are required to heat a 


arge building as they are available in 
capacity ranges from 191,000 to 802,000 BT 


per hour based on 2 pounds steam and 
60 deg. F. 
These 


Thermadjust dampers (patented) to obtain 


entering air temperature. 
heaters can be equipped with 
the advantage of being able to bypass in 
or all of the air of the unit heater around 
the heating element; this to provide con- 
stant air circulation with the air tempera- 
ture just high enough to supply the required 
heat to the room. 
be manually 


The bypass damper can 
controlled or if desired, can 
be furnished to operate with a damper motor 
thermostatically *controlled. 


Electroplating Solution Control 


\ brief review of electroplating, discuss- 
. the present need for scientific analytical 
I is contained in a new service bul- 
Solution Control for Electroplat- 

ep st issued by the Grasselli Chemicals 
ent of E. 1. du Pont de Nemours & 
Cleveland, Ohio. Old 

when 


methods 
industry de- 
large 


pidly changed 


iniform results on scale 


and when new processes were 
that were not operative without 
emical control, explains the bul 
A h adds: 


\ the 


advent of large-scale produc- 
troplated products, the 


manu- 
| it necessary to use the same 
trol of plating processes as with 
ical, metallurgical, and me 
erations. The smaller manufac- 
troplater in the face of more 
cifications was placed at a dis 
ithout such control, but could 
th Adapt 


of chemical analyses and con 


le expense it entailed. 


oplating processes by simplify 
pment or apparatus required 
ng the methods and couching 
terms that a chemical train- 

be a prerequisite for their 
iatural outgrowth of this large 
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scale production. That this has been success- 
ful is shown by the wide use of simple 
control methods for nickel plating solutions 
Without bright nickel and 
plating would be almost an im- 


With 


lower 


alone. them, 
chrome 
possibility. them, definite, consistent 
results at costs can be obtained. 

“The Grasselli Chemicals Department has 
from the time it entered the 
field, the 


value of close analytical control of electro- 


recognized, 
electroplating importance and 
plating solutions. This department has main- 
tained an analytical service for its customers 
through which they could obtain complete 
analyses and tests of the various plating 
solutions under its jurisdiction. 

“While the results of such a service have 
been very gratifying, it has also been recog 
nized that this form of service is subject to 
serious objection. Considerable time must 
elapse between the time the sample is taken 
from the plating tank and the time the solu 
tion is corrected. In the modern, fast-plat 
ing electrolyte where, not on a basis of pro- 
duction but on a basis of time, changes of 
composition take place more rapidly, it is 
apt to cause difficulties and irregularities in 
the character of the deposited metal. 

‘To eliminate this difficulty, to avoid this 
delay, and to provide a means, not of cor 
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a plating solution 


rection, but of control of 


has been the purpose in developing the 
simplified tests for the control of cyanide, 
cadmium and zine plating solutions. By 
their use any irregularities in solution com 
position may be detected and corrected be 


fore they are evident in the deposits 
obtained. This company believes it has been 
successful in reducing the rather complicated 
and elaborate laboratory methods of analysis 
plating 


for cadmium and zine cyanide 


solutions to a simplified form capable of 
viving satisfactorily accurate results in the 


hands of the layman.” 


Dipping Baskets 
ppimg 


\ wide line of dipping baskets is offered 
by the C. O. Jelliff Mfg. Corp., Southport, 


Conn. These baskets are produced in alumi 


nickel, 


num, brass and copper, Monel, 99% 


Jelliff 


dipping 





basket 


nickel chromium, stainless steel, iron and 
galvanized iron. The particular metal to be 
used depends upon the solution in which 
the dipping baskets operate. 

The baskets are made of wire in a variety 
of sizes and meshes depending upon the size 
and weight of the articles to be dipped. A 
type is shown in the accompanying illustra 
tion. 





Watch for the June 
Metal Industry! 


The June Merar INpustry will be 
the Silver Jubilee Issue of the Ameri 
can Electro-Platers’ Society. It will 


include: 


All details of the A. E. S. Conven 


tion: Technical Program-——Papers 


Entertainment. 


The History of the A. E. S. in a 


spec ial Section. 


INpUs 


Watch for the June Mevat 


' 
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Coating and Varnishing Machines names oF Celt and <bueile om 

not subject to oxidation, it is st 

[he Charles Wagner Litho Machinery The Improved Plain Coater has the saine does . adversely affect the various 
Co., Division of National Standard Co.. appearance as the Standard but contains reduction stages of the chromic a 
1-55 Park Ave., Hoboken, N. J., are manu a number of refinements in design and electrodeposition. The chemical eff 

facturers of a line of machinery for the construction, such as a rotary pump for to assist in the reduction of the 
metal decorating industry. Among these ma delivering color into the fountain; a releas- a the metallic chromium. It ; 
chines are several which are of interest to ing clutch on the drive shaft; the Hormel to give 207 seeeggel efficiency over 
readers of Meta INpUsTRY. micrometer adjustment arrangement, etc. a of varying Current densiti 

[he Junior Model Coater is designed to The Universal Coating Machine is de- ing in greater throwing power and 
test coatings, varnishes and lacquers on signed to produce coating, varnishing and coverage in the recesses in the object 
plated, eliminating the need for cor 


lacquering work and also striping. It is ; , : 
racking devices, guard wires, etc. 


equipped with a special feed board which 
is complete with front feed rollers and ' 
timing fingers, chain driven feed fingers and grained, practically free from 

adjustable moving side gauges. This ma- hydrogen and does not flake or cl 
chine also has spec ial features. such as a the base metal. With the use of this 





The deposit obtained is said to }y 


rotary pump, the micrometer adjustment, the chromium solution does not hay 
etc. It can be operated at speeds of 60 be controlled within very narrow limits, 
sheets per minute. 

An Electro Magnetic Spot Coating Ma- 
chine is designed to do all kinds of spot Cleaning Aluminum 
coating where an accurate register is re- . aad 
quired. With the aid of magnetic rollers, Metso 22" made by the Philadelp! 
the tin plate is fed through the machine qunate Co., 121 S. Third St., Philadelphia, 
with proper register regardless of any cross Pa. ds recommended for the cleaning 
cut-outs on the gum roller. No rubber feed aluminum surfaces, such as the metal wing: 
rollers are used. This machine also has the tor airplanes. A 2% solution is said to by 
micrometer adjustment arrangement, rotary effective - all surfaces except those most 
Plain coating machine pump, ete. heavily contemmnated. For extreme cond 
tions an emulsion of 3% Metso and 6 
of a petroleum solvent, it is stated, quickly 
removes the heaviest grease. The combina 











small experimental sheets. It can be placed 
on a bench in any convenient location for ° p “a 
tion, is very free rinsing and leaves a clean, 


use on sheets up to 10 inches wide and 
dry surface. 


any length. The machine is equipped with 
a crank handle and fly wheel for hand 
operation. 


WY y re ; » 
The Ideal Laboratory Coater is designed New Acid Pump 


to test coatings, varnishes, colors and lac . The Lea Mfg. Ee... Waterbury. { 


quers on experimental sheets up to 12 necticut is marketing a_ bulb-type pur 


wide. It is the exact replica of the Wagner for drawing acids and other corrosive liq 
Standard Coater except for the width and 








from carboys and other similar containers 
The tubing used is glass which is resistar 
poses. It can be set on a bench or a table to the 


reproduces actual conditions for test pur 


corrosive acids and alkalies. T! 

in the laboratory. > : type of pneumatic pump operates faster 
The Plain Coating Machine (in standard than a syphon as it applies the pr 

sizes from 36” to 50” wide roller) can be 

operated at the speed of 60 sheets per 

minute: 3,600 per hour. The Standard Plain 

Coater can be used for all ordinary coat 


ing. varnishing and laequering work. Universal coating machine 


“Super Speed” Air Grinder 


The M-B Products, 130 E. Larned St., 10 to 100 pounds. It weighs only 8% 
Detroit, Mich. have developed a new tool ounces and is formed to fit the hand so 
called M-B “Super Speed” air grinder, for that it may be directed in any working 
work which requires a combination of pre position. 
cision, speed and efficiency, and for difh Norma Hoffmann bearings are employed 
cult, “hard-to-get-at” jobs. to insure long life. The hose line is fitted 

This tool operates at from 35,000 to 100, with a dirt filter protecting bearings from 
000 R.P.M. at air pressures ranging trom dirt that mav be in the main air lines. 


Chromium Reagent 


An addition agent for chromium plating 
solutions has been developed by Charles 
Hardy, Inc., 415 Lexington Ave., New 
York. The purpose of this addition agent is 


Lea acid pump 
to step up the efficiency of the chromium 





plating bath, and to secure better throwing 
power, both for hard chromium plating pressure to the surface of the liqu 
on steel and for decorative chromium plat- capacity is about 2 gpm b 
ing. capacities are obtainable by a 
; The chromium reagent is a specially pre- manipulation of the bulb. A re 
Super-speed ; ; 4 
/' pared chemical compound, stable in the is opened to vent the unused 


air grinder presence of chromic acid and under the in- Noxieus or dangerous fumes do 1 
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Air Line Lubricator 


{ itie air line lubricator and filter 
announced by M-B Products, 

| ned St., Detreit, Mich., 
protects any tool operated from 


which 


where clean, lubricated air is 
nd especially where the bearings 
need protection. This filter unit, 
96% to 97% 


foreign matter 


ed. removes trom 
dirt, 


be in an air 


scale or 
line. 
r| struction is a series of brass discs 
k in the head of the filter. When 
nt becomes dirty all that is neces- 
hand 


ean it is to remove it by 


and Filter 


Drainage should be frequent as the sump 


should never be more than half full. As 
the air leaves the filter it passes through 


lubricator and by 
desired 


the head of the 
picks up any 


vacuum, 
amount of oil, the 
volume of oil being controlled by 2 needle 


valve. 


WB lubricator 


and filter 





Spray Gun 


wash it in gasoline. 
‘ lI is fitted into a sump into which 
lirt and water pass and from which 
hey can be drained through a_ petcock. 
{ metal spray gun called the “Taywal, 


is been introduced by the Ernest Holmes 
(o., Chattanooga, Tenn. This gun is recom- 
ended for filling dented steel or aluminum 
surfaces regardless of depth; shooting solder 
ckly and permanently in the same manner 

a paint gun sprays paint. 
Among the 


llowing 


advantages claimed are the 


Consumes only 300 watts. 
Does not overheat. 
nozzle. 


Self-cleaning solder 


| ight 


only 2 


weight pounds. 


Unit 





The Model HA dual heat electric unit 
added to the line of the 
Racine, Wisc. Special 























heater has been 
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Radiator Co.., 











































































































heat” electric heater 











INDUSTRY. ‘May, 









“Taywal” 
metal spray gun 


Heater 


features of this heater are as follows: 


1. Non-freezing sealed-in liquid which 


eliminates fire hazard. 
2. The 


mersed in the non-freezing liquid which cir 


heating elements are fully im- 
culates through an all-copper twin-core. 

3. Incoming air at 60 degrees is raised to 
104 degrees with the unit set for medium 
heat and to 
for double heat. Medium heat is equivalent 
to 50 sq. ft. of 
or 80 sq. ft. 


135 degrees with the unit set 


cast iron steam radiation 


of cast iron hot water radia- 


tion. At double heat it equals 85 sq. ft. of 
cast iron steam radiation or 136 sq. ft. of 
cast iron hot water radiation. 


1. When 


safety 


becomes too hot a 
shuts off the 


the liquid 
switch automatically 


current. 


Metal Coatings 


North Bergen Varnish Corp., 989-1005- 
39th St., North Bergen, N. J., a subsidiary 
of the Printing Ink 


manufacture a variety of varnishes and coat- 


International Corp., 
ings made of synethetic and oil base, and 
lacquers for Among the 
products announced 


metal products. 


new which they have 
during the past year are the following: 

« High Heat White Coating which does not 
discolor at temperatures as high as 280 deg. 


I. for 60 minutes. 
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Berco Black Coating for tin plate. 
Berchrome 


Sanitary Lacquer for food 


product closures, 


Berco Flatone’ Finishing Varnish for 
lithographing. 

Berco Pale Processing Varnish for pro- 
tection caps, crows and cans. 

Berco Deep Draw Sizing for the protec- 
tion of varnished and coated jobs. 

Among the other products of this cor- 


peration are: Water White Processing 
Varnish; Water White Finishing Varnish; 
Grinding and Mixing Varnishes; Acid and 


Alkali-Resisting Varnishes; Pale Flat Finish 


ing Varnish; White Sign Varnish; Elastic 
Copal Sizing: Slip Varnish; White Coat- 
ing: Inside Sanitary White: One-Coat 
Tinted Gloss Coating; High Heat White 


Black Coating: Brass and Golden 
Adhesive 


“C” Enamel Lacquer. 


Coating: 


Sanitary Lacquers: Lacquers; 


Colored Lacquers; 


Rust Preventive 


The “Synhibit” process for protecting and 
preserving steel surfaces has been developed 
by Thompson & Co., P. O. Box 6757, Pitts 
burgh, Pa. 
Devictco 


This process, formerly called 


was invented to 
of fabricated between the 


mill and the fabricating shop, before paint- 


prevent 
transit 


rusting 
steel in 


ing. 

Any loose rust or scale on the surface 
ix removed by wire brushing. This opera 
tion is followed by treatment of the wire 


brushed surfaces with 


which it is 


inhibitor, 
kills the 


remaining rust and prevents it from form- 


Synhibit 
stated, dissolves and 
It forms, it is claimed, excellent 
surfaces for the retention of paints and it 
also and 
of galvanic electric 


ing again. 


insulates, prevents the formation 


currents which would 
start corrosion and destroy the paint film. 

The inhibitor treatment is followed by 
the application of Synhibit primer, a zine 
chromate, iron oxide synthetic vehicle paint. 
The final coat can be graphite or other plg- 
ment base films, or Synhibit aluminum finish 
coat. 


New Respirator 


Recently developed, and approved by the 
United States Bureau of Mines, is a respir 
“A” dusts 
(those tending to produce silicosis). This 


ator for use particularly in Type 


Cesco No. 90 Healthguard 


respirators 








241 


bears the name « ce 9) Healthguard Of equal importance with the filter, as a 2—They may be used to ins 


Respirator and is 1 entirely new develop- precaution against breathing dust, is the seal fitting or a new length of pipe, 
ment at the facial contour. This seal is effected pipe line which has been broke: 
The filtering element, it is stated, removes with the aid of a soft metal band which 3—On pipe lines which mus 
ail dust, ev of microscopic fineness, yet serves the additional purpose of so reducing pletely or partially taken dow: 
allows free passa [here is only one the headband pressure that it is no longer vals, these “Flexlock” Split S 
SEA sey arge area; and a super wnkinnatihe: be used at every such joint or 
sensitive out valve permits no inside air It is engineered and manufactured by the intervals along the line. In this 
pressure. Hen us ire said to report no hicago Eye Shield Company, 2300 Warren sections of a pipe line may be 
a: desired. 
“Flexlock” Split Sleeves are 
a temporary repair. When prope 
Wrinkle Finishes they make as durable and perman 


as standard _bell-and-spigot 


apparent res nee to easy breathing. sivd., Chicago, Illinois 


The Glidden Co., Cleveland, Ohio, has serviceable for use in_ interior exposure, Joints. 


developed two new wrinkle finishes called Suede is a fine closed-grained wrinkle They have the added advantag 


Hammerloid” and “Suede.” The Hammer finish with a soft texture and dull lustre the split sleeve connection inn 
the joint angularity which is attaina 
standard “Flexlock” Rubber Joints. 


All sizes from 1%” and larger. 


loid resembles hammered metal. It can be closely approximating suede leather. It is of- 
used on wood, metal, etc., for air drying or fered on a dense, one-coat material for bak- 


baking operations, and is available in 22 ing on metal. Also available in a number of 


able. The dimensions are s ( 
colors. It is said to be very durable and colors. , “ . _Standar 
use with “U. S. Stoneware” chemica 
ware piping. Patent applications ar 


ing. 


Spotting Out Preventive 


\ new product has been develop: 
prevention of spotting out on metal by 
(Quaker Chemical Products Corp., ¢ 
hocken, Pa. The method of applicat 
this material, (called TF-318) is as { 

After the work is removed from t! 
ing bath the parts should be given 

water rinse and then soaked five minut: 
Hammerloid Finish Suede Finish a hot solution of TF-318, using 6 

the gallon of water. This should be 

by a hot rinse in a mild alkalin 


Vertical Portable Polisher made up of about 5 pounds of sal s 


300 gallons of water. The work is th 


for finishing, polishing, coloring, et 

A new No. 1 vertical type portable polish = : In some cases, it is stated. the mat 
ing and buffing machine has been developed mt, j a can be placed in tumbling barreis, w! 
by The Packer Machine Co., Meriden, Conn. Sy, eB won NOLoING FUTURES work is tumbled before finishing and 
This machine is recommended for buffing the of equally good results. 
inside surfaces of bread trays, comports, ; TF-318 is said to mix readily with water 
vegetable and salad dishes and similar hol i in all proportions. 
low ware products. The specifications as 
follows 

Chucks: standard equipment is one oval 


, a 2 P mes 
chuck with maximum diameter of 21 ins. nt Pink Lime Finishes 


Motor: totally enclosed, dustproof ball , 

With the introduction of bright 
plating solutions which require no 
coloring after the work is taken out 


tank, attention has been centered up 


bearing, 1'% hp. 1,750 r.p.m. a.c. Furnished 
as standard equipment. 

Controls: handwheel for controlling longi 
tudinal adjustment of stand. Vertical hand ; 
wheel for raising and lowering of chuck for condition of the undercoat before 
loading and unloading work. Crank handle plating. In most cases this is either brass 


copper plate over steel, and special 
mounted to side of chuck base permits ad No | vertical type portal PI I € e¢ ( pe 


ble polisher 


justment tor eccentric setting of chuck. and buffer 2 aes ious 
For many years before the inti 
“Flexlock”’ Split Sleeves Lime Finishes, red Rouge or Cro 
used exclusively for brass and cop 
ing. 

A full line of “Flexlock” Split Sleeves A combination “of Crocus and 
has just been brought out by Ihe U. S. been developed by E. Reed B 
Stoneware Co. of Akron, Ohio. This is the ; Corp., 21 Jackson Ave., Brook 
first time that split sleeve connections have especially for color buffing on bi 
become available for use with chemical per where the nickel after platir 
stoneware piping The design is entirely he buffed. The addition of Croc 
along original lines. > ‘ vive a definitely deeper and hig! 

These “Flexlock” Split Sleeves serve three . ’ tind brass or copper than is possib 
main purposes a white Lime alone is used. 

1—In a pipe line using “Flexlock” Rub The material is used just the » 
her Joints, they may be used to perform ventional white Lime is used, 


} 


the same function as unions in a screwed oosely sewed muslin buff at sé 


joint line. | / leere thousand surface feet per minut 
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C -t two grades of pink Lime have 
ped: “C-H” pink Glo-Lime and 
Hi-Po-Lime. The M-28 pink is a 


faster cutter than the “C-H” 
and full 


request. 


grade. Samples 


instructions will be sent upon 


New Type Flow Gun 


3114 
Avenue, Chicago is offering a new 
gun, known as the Binks Thor 


\lanufacturing Company, 


Mod 2 Flow Gun. This gun is designed 

application of sealing compounds 
rubber cement, cut-back and emulsi- 
halts and similar heavy materials. 
ittomizing air, but simply “flows” 
erial under air from a 
material tank. 


ised as a sealer gun for application 


pressure 


material around mouldings and crevices 
iutomobile bodies, refrigerators ete. Can 
iso be used to lay a heavy stripe of paint 
where spray would be 
ble. The No. 12 Gun can be furnished 
lay a heavy line 


application impos- 
vith nozzles which will 
1.” to 6” in width. 

\ir pressure on tank varies with the vis- 
of material and length of hose used. 

For sealing materials in ordinary use with 15 
20 feet of 14” material hose the recom- 
ded air pressure is from 15 to 20 pounds. 


One of the oustanding features claimed 
for this gun is the almost straight passage 
from material inlet to the nozzle to reduce 
the possibility of clogging to a minimum. 
Nozzle can be swiveled in any desired direc- 
tion. Material connection is standard 1” 
pipe thread. Nozzles for this gun are 4”, 34” 


and %%” round. Special nozzles are built to 


individual specifications either flat or round. 





Binks Thor Model 12 Spray Gun 


Lacquer Circulating Pump 


Ihe DeVilbiss Company, Toledo, Ohio, has 
1a new fluid circulating pump, the 

pe OB, which is said to offer an efficient, 
cal, safe method of delivering clear 
rnish, clear lacquer, and other non-pig- 
finishing material from the shipping 
er direct to the spray gun. This new 
eliminates the 


ent, it is claimed, 


of the old type pressure equipment 
ised on old or weak drums. 
lhe pump draws material out of the drum 
generates sufficient pressure in the pump 
feed the fluid to the spray gun at 
ect pressure as predetermined. The 
operation is limited only by the 
ibility to handle the gun. 


le in either electric or air-motor 


type, the unit consists of (1) A steel 
plate on which is mounted the motor, 
p, relief valve, and fluid regulator, and 
\ fluid 


suction and return assembly 


be inserted and interchanged in 


drums with *% inch or larger openings. 


Unit and hose can be cleaned each day 
after use. No dirt or foreign substance can 
get into the finishing material, which is pro- 
tected by an adjustable sliding collar on the 
tube entering the drum. 





Fluid circulating pump 


Buffing Wheel Rakes 


bufing wheel rakes made by 
Wheels, Inc., 844 


Ill., are said to be 


e Polishing 
Chicago, 

e tool for producing the proper 
wheels with a saving ot time, 
lety to the operator. Unlike the 
ome-made make-shifts, it is 
they cannot tear the buff; they 
vy to the correct depth of 3/16 
rhe purpose of this rake is to 
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keep the buff at its original size as long as 
possible and with a certain looseness or fluff 


on the periphery. 


F ; 
mg LA /// 





Buffing wheel rake 
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Insulating Refractories 

Quigley Co., 56 W. 45th St., New York, 
has developed a comprehensive group of 
eleven insulating refractories, made from In 
suline—a new calcined fire clay base ma 
terial of minute cellular structure. In addition 
to high insulating qualities Insuline products 
(availabie in block, brick, 
able materials) are said to possess the prop- 
erties of light 


plastic and cast 


weight and extremely low 
heat storage capacity. 

One example is Insulbrix 2,600, which are 
insulating fire bricks particularly suitable for 
service temperatures up to 2,600° F.; de- 
veloped for heat-treating, annealing, and 
other types of fuel fired and 
heated 


ovens, etc. Has one-seventeenth heat storage 


electrically 
furnaces; also core ovens, baking 
capacity of heavy refractories for same heat 
flow; one-inch has insulating value of five 
inches of fire bric k. 

An interesting article entitled “Savings 
with Insulating Refractories” by J. G. Cou 
tant, consulting engineer, and bulletins de 
scriptive of Insuline products can be obtained 
from Quigley Co. 


New Lead Coating 
Amaloy, a single, continuous coating of 
99% lead, is applied by a spec ial process, 
developed by American Machine & Foundry 
Co., 511-5th Avenue, New York. It is said 
to provide a permanent protective coating 
on various base metals, such as rolled drawn 
or forged steel, brass and copper. It is 
break or 


Bolts and nuts can be 


claimed that the lead will not 
fiake off the base. 
coated without the necessity of re-cutting 
the threads. 

The characteristics of Amaloy are those 
lead. It is 


wide variety of uses, such as rust and cor 


of pure recommended. for a 


rosion prevention in general industrial in 
siallations, and as a drawing lubricant in 
alloy wire manufacture. It is also recom 
mended as a combination dip solder and 
protective coating for fine tube type of 
radiation and household electric refrigerator 
condenser units. 


No elaborate 


cuired as the process involved is much the 


coating equipment is re 


same as in tinning or galvanizing. 


High Solids Lacquer 

A new type of lacquer is being  pro- 
duced by the Sewall Paint & Varnish Co., 
Kansas City, Mo., called the Dural HS 
756 R black lacquer. 

The outstanding claim for this lacquer is 
that a 
cluded. form, it 
builds a full lacquer film more quickly and 


reduced amount of thinner is_ in 


Sprayed in concentrated 
better, according to the manufacturers, who 
recommend that it be sprayed almost as it 
With one or two 
coats of this material, a full lustrous film is 


comes from the package. 


developed with a minimum of orange-peel 
effect. 
The following advantages are 
Highest solids 


consistency. 


given: 
known content alt spray 

A 60-75% saving on thinner bill. 

Does away with scratches around repair 
spots on lacquer. 

Masks minor finish imperfections because 
the film does not shrink. 


Shows no lifting on touch-up enamels. 
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Water Washed 


booth, has been announced 


new 
by the 
it 160 


spr iy 
Spray Engineering Company, located 
Street, Massa- 


Central Somerville, 


chusetts 


\ battery of nozzles thoroughly 


the 


spray 


washes exhaust fumes, preventing 


solid 


exhaust 


pig 
trom 
the 
hire 


inflammable matter 


the 


ments ofr 
through into 
This the 


hazard in industrial finishing operations, pro- 
the 


passing fan 


other = side greatly reduces 


tects trom deposits of 


plant unsightly 


pigments, and prevents damage adjacent 


prope rty 
Wet 


eliminator 


passed through a set 
all 
returning it to the spray chamber 
Make 
to 


exhaust air is 


ol plates which free 


moisture, 


remove 


for recirculation up water is auto 


matically supplied replace evaporation 


losses, 


| he = 


and « 


units come to 


he 


spec ial 


in parts easy issem 


to 


an furnished in various 


The 


manufactures a 


Sizes 


meet requirements, Spray 


Engineering Company also 
of 
ment including various types of spray guns, 


feed 


complete — line spray finishing equip 


pressure containers, air regulating sets, 


Spray Booth 


automatic spray finishing equipment and 


accessories, 


Water washed spray booth 


New Sanders 


Black & Mfg. Co., 


has a new sander called the 7” 


Md., 
This 


price, 


Decker Towson, 
Junior. 
stated, selling at a low 
the ol 


for surfacing 


sander it is 
within reach 


tool 


shop 


plac es 
efficient 


every an 


metal on auto 


lu nior sander 


said 


and 


work. It is 
applicable to light duty sanding 
all of 
rust paint, 
etc. It is 


recommended for use with cup wire brushes, 


motive and general repair 


to 


metal finishing on types metal sur 


smoothing 
not 


faces, removing and 


welds and casting ridges, 


cup erinding wheels or rotary planet heads, 


being designed for only light duty inter- 


niittent 
The 


duty 


service. 

also manufactures a heavy 
the 7” 
metal, foundry, body, cabinet and 


company 
sander, Special, for operations 


in sheet 


§ per ial sander 


plants. It is recommended for 
all of metal 
finishing and sanding on automobile bodies 
fenders, tanks, etc., 
lacquer, to orange 


assembly 


production service in types 


rubbing 
peel, re- 


and frames, 


down remove 
moving scale, rust and old paint with wire 


cup brush, etc. 


Combustion Control 


The 


5. F. 


Mir-o- Meter 
Bowser & Co.. 
ot 


designed by 
Wayne, Ind., 


in 


been 
Fort 
industrial 


has 

Inc *s 
furnaces 
of 
greater 
lefined 
which 


to assist 


operators 


exercising more complete control com 


bustion efhiciency and _ obtaining 


economy furnace operation. It is 


the 


im 
system, 
the 


by manufacturers as a 


measures, indicates and records 


of oil 


furnace, and 


quan 
to the 


which it is 


delivered 
at 


he ing 
the 
In this fashion it 
the fuel 


permitting 


tity or tar 


also rate 
CONnSUM ¢€ d. 


( he« k on 


eflicien 7. 


being gives a 


close consumed and 
savings, it is 
to 10%. 
system consists of a Bowser 


Meter, 
lachometer 


burner 


stated, in as much as 5 


The 


Figure 


some cases 


standard 


760 Registering direct con 


nected to 1 generator and 
wide vision in 


W hen 


pen 


also a 
the 
combination 


be 


mounted on a base: 


dicator actuated by generator. 


desired, a indicator and 


writing recorder can furnished. 
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combustion control 


Vir-o-Meter for 


Full details of the construction a; 


of 
Be 


tion 


S. F. 


above devices are 


ywser & Company. 


obtaina 


New Bronze 


Koppers D-H-S Bronze gate seals 
seats are being used in the Emerg: 


Tunnels 


tunnels, Fort Peck, Montana. 


tions fo 
by the 


dec ision 


it was found that any 


wiped 


and Shafts for 

all 
Engi 
bronze 


r these bronze 
uo. & 


to 


Army 
use 
addi 


out in a 


was 


few 


Py 
Phe 


wel 


Fort 


OyS 


neer Cor 


reache 
tional co 


years 


permanent elimination of costly and 


some u 


Bartlett 

Compan 
Che 

the folle 


Ultimate 


125,000 


pkeep of undergr 
Hayward Division 
y, Baltimore, Md. 
physical 
»wing table: 


Tensile 


lbs. per sq. in. 


properties 


Strength 


yund 


of the 


are sho 


not 


meta 
struction. D-H-S Bronze is a product 


1 


Kopp. 


Yield Point not less than 95.000 Ibs 


in. 


Sq. 


Elastic Limit not less than 65.000 


per sq. 
Elong 
Reduc 

cent. 


Brinell 


In. 


yr 


ation in 2” not less 


‘tion of Area not 


Numb: 


Hardness 


than 12 


thar 


less 


T 250 


per 
t 


Le 


The manufacturer was required to co 


together 


hardened 


ness) 5” 


this 

D-H-S 
above, 
test. 
imposed 


unit 


Loads 


, in their 
(2 


6” 


steel rollers 


diameter and 
between two 
track 
apply loads 
of 60,000 


upon 


bronze 


sect 


and 


each roller 


operating 


pounds 


posit 


90 Bring 


long, al 


the 
rete 


of 


during 


wel 


and 


ion 
| 
1 | 
Kopp 
rres 
ae 


this 


train caused to traverse between the 


bronze 


sections. 


track 


In addition, the following properties 


claimed for Koppers D-H-S Bronze, 
or forged form: non-magnetic; 


action «¢ 


with steel; excellent corrosion 
acids, salt 
machinable: 


nickel 


as 
do 
loading 
all 


bro 


loading: 


erain st 
ing an 
physical 


ings. 


of water: low 


takes hig 
surfaces 

deform crack 
or impact: not bri 


on 
steel: 
or 
under 


nzes exces 


has maximum «< 


ructure in its sand 


1 heat 


propert ies 


treating a 


possib 


coefhicient of 


resist 


f 


water and the elements 


h polish 
are 
under 
ttle; 


sive 


stre 
col 
lensity 
cast I 
dd 
le 


Rebuilt Buffs 


It is pointed out by the Hargy 
Lockland, Ohio, that with the pres 
age in cotton and its high cost, cons 


economy is possible by using re 


providing these buffs have been 


care an 


d the proper met} 


10ds, 


quality at the same time that cost 


Rebuilt 


buffs by 


made 


the H 


Company, it is stated, are custor 


order, 


reasonably priced 


and I 


satisfaction to large users for a 
years. They offer rebuilt 


they 


METAL 


INDUSTRY. 


buffs { 


buy and rebuild customers 


Ya) 


resill 


in 


Ss eT 


resistance 


rea 
ent 
excess 
mngest 
npress 
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horizontal belt sander has been 
hy the Maddox Machine Co., 61-63 
cs jh <t.. Jamestown, N. Y. This im- 
del is made in two sizes: 6-ft. 
ible 78” x 36”, 8-ft. machine, table 


dox method of bringing the abra- 
n contact with the work is a 
«ment or rocker cushioned with felt 
which is controlled from end to 
table by a slight movement of 
which also regulates the pressure 
pplied to the work. It is stated, 
rocker will bring the abrasive belt 
with the work for a sufficient 
produce good work and then 
, gradually that no marks are left. 
rocker can be easily removed if it is 
use the hand block. 


Horizontal Belt Sander 


The machine is recommended for use on 
any material whereby an abrasive belt of 
any description is to be used to smooth up 


any large or small flat surfaces. 





Vaddox belt sander 


Automatic Soldering Machine 
Aut tic Sold eg Macl 


\n automatic soldering machine for han- 
ling small work is one of the products of 
he American Solder & Flux Co., Wayne 
Ave. & Berkley St., Philadelphia, Pa. An 

soldering iron is firmly held in the 

The solder is fed by means of 

pedal which leaves both hands free 

iid the work. This pedal has a regu- 
ting stop so that the correct amount of 
may be fed to the iron each time, 

hus saving material. The feed rollers are 
istable to handle strip or wire solder, 
ther flux core or solid, from 1/16” to 3/16” 


is equipped with a holder 
for an electric iron up to 120 watts. Larger 


mac hine 


lers can be supplied upon request. <A 


inne! is also provided to carry off the 
mes, as shown in the accompanying illus- 


Automatic 
soldering 


machine 





Electric Sander 


istration shows a new type of high 
irequency electric sander. A new method 
adopted for holding the stator in 


g. Instead of the usual pin screws 


sed for .this purpose, twelve longitudinal 
eys on the stator fit into corresponding 


igitudinal keyways in the stator casing. 


IS prevent 


its the stator becoming loose in 


and casing are made of mag- 
d esium alloy for strength and light weight. 
is type of motor, it is stated, has a very 
gh etheiency rating and high load factor. 
Another point of interest is the fused 
which can be furnished optional 


if desired. This contains two fusetrons for 
direct protection to the tool. 

The manufacturers, The Rotor Air Tool 
Company, 5704 


have just 


Carnegie Ave., Cleveland, 
catalog of their 
line of high frequency electric tools. 


issued a new 





Rotor electric 


sander 


Welding Die Castings 


etal (die casting), which for 
onsidered as unweldable, is now 
lactorily welded, it is claimed by 
a new patented process with a 
known as Aladdin Rod, manu- 
the Aladdin Rod & Flux Mfg. 
0x 935, Madison Square Station, 
ls, Michigan. 

when applied according to in- 
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structions is said to make a weld that has 
as great a strength as the base material, 
and therefore reinforcing is not considered 
necessary, except where improper design of 
the object requires an increase of the section 
at that point. The process is recommended 
for the welding of die-cast parts, such as 
radiator grilles, lamp brackets, carburetor 
bowls, radiator ornaments, door handles, etc. 


Rod for welding 


die ¢ astings 





1937 








The broken prepared by 
grinding off the surfaces to be welded and 
forming a V at their adjacent edges, then 
applying the oxyacetylene flame to the side 
of the V until the metal assumes a liquid 
appearance, at which time the Aladdin Rod 
is applied to the prepared edges, at the 
same time holding the flame parallel with 
the sides of the V. The plastic end of 
the weld rod is fed into the groove by touch 
ing it to the sides of the V, until the \V 
is completely filled. 


pieces are 


Line of Protective Coatings 


The Wailes Dove-Hermiston Corporation, 
17 Battery Place, New York, has announced 
a complete line of protective coatings for 
industry, including the Bitumastic Black Solu- 
tion. These products are being marketed 
by the Industrial Division, under the di 
rection of Julio F. Sorzano. A complete 
sales promotion program has been released. 

Items in the line are Bitumastic Black 
Solution and Bitumastic Super-Service Black, 
which have been used in maintenance work 
for many 
Paint 
vehicle, 


Aluminum 
a new product with a rust-inhibiting 
identified by the opaque 
color (of the vehicle): 
Interior Paint 
ing; Florex 


years: Chromastic 
yellow 
Bitumastic Exterior- 

a general all-purpose coat 
Floor Enamel; Bitugloss In- 
dustrial Enamel, for machinery and equip- 
ment; Thermastic High Heat Aluminum; 
Chromastic Metal Primer and Bitulite Mill 
White. 


Stock Handling Carts 


This stock cart illustrated was designed 
to speed-up order filling and to eliminate 
much of the time and trouble connected 
with stock-keeping and stock handling. 
The cart is 32” high, 30” long, and 16” 
wide. Its handy size permits its use in the 


aisles between storage bins, thereby eliminat- 





Lyon steck cart 


ing the many steps required to load larger 
and bulkier skids, that can be used only in 
the main aisles of the stockroom. 

The cart, as illustrated is equipped with 
four large rubber-tired casters. The front 
casters are swivel, the rear casters stationary. 

Made _ by Metal 


porated, Aurora, Illinois. 


Lyon Products, Incor 
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Service Compound Dump Truck max to continuously indicate and 
perature, and automatically opera 


or controls. 


he ice Compound Dump truck was mounted 6n the foreward deck and_ the Six new illustrated folders ds 
inally developed for a large manufa truck pushed along from machine to ma- application of Rayotube equipment 
r, who had occasion to change the cool chine, the pump plugged in any convenient zones, forge furnaces, high-temper 
compound in his machines. It is made electric socket, and the cooling compound treat furnaces, controlled-atmosp! 


the Service Caster and Truck Co., 909 drawn into the hopper. This action may went femenese, cheb unl bite 


wnswood Avenue, Albion, Michigan. be reversed and the compound drawn from 
1 operation, an electric pump may be the hopper back into the machine if de- 
sired. It is also used for handling scraps 
and shavings from the machines. 
The hopper is made with capacities of 
612, 7%, 9, 10% and 1145 cubic feet. For 
trucks of the first three capacities the over- 
all length is 48 inches; for the 10% foot 
truck, 54 inches; and for the 114% cubic foot 
truck, 60 inches. 
The running gear consists of two 12 
» inch rigid wheels fitted with 1 x 
Hyatt bearings and two 6 inch Hyatt bearing 
compound dump trucl Service casters. 


»)1 


New Mercury Lamp 


\ new 85-watt mercury lamp having a is still predominantly “bluish” in color 
light output of 3,000 lumens and an un- quality. Thus it blends well with light 
usually high unit brightness has been intro- from incandescent lamps, making possible 
duced commercially by the General Electric new combination “mercury-incandescent” Rayotube bracketed to furna 
Vapor Lamp Company, Hoboken, N. J. The lighting units of relatively low power con- 
new lamp represents the latest step in sumption which produce a pleasing illumina- 
broadening applications for bulb-type mer tion similar in appearance to natural day- Copies of any of these publications may 
cury lamps, which in the past two years light. had by addressing Leeds & Northrup ( 


have already achieved wide industrial and pany, 4934 Stenton Ave., Philadelph = 


commercial use in the 400-watt and 250-watt 


izes Its initial application will be in f ‘ 

cientific and industrial uses where its small e . 

ize and unusual brightness make it par- Brazing Furnace 
ticularly desirable. ' 

The lamp is unique in construction and A new electric dip brazing pot for s 
operating characteristics The actual light 1- solder is made by the Miac Products | 
emes fo @ minete column of aameen :: Fort Wayne, Ind. This unit is an elect 
vapor, less than an inch long, raised to an Ss ally heated furnace so insulated th 
exceptionally high brightness within a sealed be 5 tion to the outside is said to be 
quartz tube. This quartz tube is mounted fely nil. The size of the unit is 7 
within a Standard T-10 bulb (5% inches Ae high, with . %4” flange around ' 
long and 1% inches in diameter) equipped Ae - which permits flush mounting w 
ahi, o shandiond ceiaw base a bench surface. It has been designed | 


easy and accurate control of temperatur 


Light from the new lamp possesses color 


eliminate overheating of the silver 
characteristics generally similar to other 


which is carried about 1600 deg. | 
mercury lamps Although there is some 


what more red radiation present, the light 85-watt mercury lamp a of the crucible ee te eee 
The following features are claimed 
1. Crucible life 300-406 hours or 
, _ = 2. Comfortable working conditions 
New Pyrometer Low power consumption, 
Controlled heat saving sil 
Che costly maintenance of ordinary therm- to be eliminated in plants using a detector . No burning of wires—trejects redu 
ocouples exposed to high temperatures, con- which not only detects continuously the 6. Special crucible which does 
taminating gases, and severe vibration is said temperature of forge, slab, billet and heat- taminate solders. 
treat furnaces . . . but in some heat-treating 
shops, it is claimed, is actually detecting 
the temperature of the work itself as it 
drops off a conveyor into the quench. 
Offered by Leeds & Northrup, Phila- 
delphia, this detector ...a Rayotube ... 
is available in two models . .. a wide-angle 
type for large area temperature detection, 
and a narrow-angle type for temperature 
detection of smaller areas. Both mount in a 
safe, “cool” place just outside the furnace 
and both, according to the maker, hold 
sensitivity and calibration reliably through- 
out their entire life even when operating 
alongside heavy hammers, or in the pres- 
Ravotube sighted directly at work about ence of contaminating gases. 


o be quenched With Ravotube is used a standard Micro- Electric dip brazing p 
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speed lathe for machine shops 
idded to the line of the Oliver 
Grand Rapids, Mich. This 
sion lathe built to meet the de- 


\ y Co., 


finishing, accuracy and general 





Lathe with 4-step spindle cone 


It will swing 12 inches diameter 
er the bed or 9% inches over the car- 
will turn 36 inches long between 


ers on bed 60 inches long. The end 
rust in the belt driven type is taken care 
by the ends of the cone pulley pressing 


the bronze bushings. On the motor 


Speed Lathe 


head special thrust ball bearings are used. 
The floor space required is 65 inches long, 
24 inches wide for a 5-foot bed machine. 





Wy H. FP. Headstoc k 
Full details about the special features 
of the construction of this lathe are in- 
cluded in a circular available on request. 


Flexible Shaft Buffer 


Wyzenbeck & Staff, Inc., 642 W. Wash- 
Blvd., Chicago, Il. are the manufac- 
rers of a new flexible shaft buffer and 
sher known as their Wyco Junutor. 
This machine is designed to handle short 
bs and occasional work which cannot 


handled profitably with larger ma- 
The Junior is made in two sizes, the 


ler with a % h.p. motor and with a 
+ ft. shaft. The heavier carries a 1/3 h.p. 
notor with a 5 ft. shaft, and is suitable for 
hard continuous work. A wheel arbor and 
‘" drill chuck are furnished as standard 
equipment with both sizes. 


I 
Die 


They are avail- 
1 floor type, suspension type and 


ench type models. 


Air Compressors 











\ line of air compressors manufactured 
by Union-C-Machine Co. Inc., 955 Park Ave., 
City, N. J., is covered by their gen- 
ral catalog. The following features are 

med for these machines: 

Beaut 


y and symmetry of appearance. 
















































































on-C air compressor 
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Wico Junior Buffer 


2. Dual-tank design which ensures posi- 


tive elimination of all moisture, oil and 
other impurities. 

3. Unique mechanical advantages such as 
triple cork-insulation, 
matic 


V-belt drive, auto- 


belt-tension compensation, — built-in 


fused safety switch, and so on. 


Copper Mirror 


Prior to 1835 glass mirrors were almost 
universally made by the Murano process of 
coating one surface of the glass plate with 
an amalgam of tin and mercury. 

About this time, the eminent chemist, 
Baron Liebig, discovered that if heated alde- 
hyde with an ammoniacal solution of silver 
nitrate was poured on a glass plate, a bril 
liant coating of metallic silver would be 
deposited thereon. 








The processes now generally used for 
the manufacture of silver mirrors have all 
been evolved from Baron Liebig’s discovery. 

As a result of research and investigations 
in recent years, processes have been pet 
fected for producing Gold and Lead (Gun 
metal) mirrors with the use of Gold 
Chloride, Lead Nitrate and Lead Acetate 
respectively. 

The Peacock Laboratories, Inc., 54th St. 
and Paschall Ave., Philadelphia, Pa., have 
discovered a practical method and process 
for producing copper mirrors commercially. 
By this process metallic copper is deposited 
out of a copper chloride solution by a suit 
able reducing agent, when poured on a glass 
plate. Several mirror manufacturers are now 
producing copper mirrors by this process. 

The rich copper color, it is stated, has 
proved extremely attractive and appealing 
for interior decoration and for specialty gift 
shops and beauty parlors. When copper 
mirrors are used in combination with silver, 
gold and gunmetal mirrors, strikingly artistic 
effects may be produced. 


Immersion Heater for Plating 


r | 
lank 


The attached illustration shows a Trent 
Immersion Heater for handling over the 
side of a plating tank. In this case the 
overall dimension is 46”, rated at 3 KW. 
230 volts. 

A new process of putting on 
the lead on the unit has been 
found to give the lead a denser 
value and better heat conduce- 
tivity, and increases its. resist- 
ance to the action of chemicals 
in the bath. 

Flexible leads are provided in 
order to facilitate making con- 
nections. A unit such as the 
one described, weighs about 36 
pounds, Other units of a similar 
design, but bent at right angles 
for shallow baths can be fabri- 
cated. 

This heater is made by the 
Harold E. Trent Co., 618 N. 
1th St., Philadelphia, Pa. 


Trent umnmerstion 





heater 


Aluminum Paint 


Cres-Lite aluminum paints are manufac 
tured by the Crescent Bronze Powder Co., 
116 W. Illinois St., Chicago, Ill. These paints 
are recommended for interior and exterior 
purposes as a primer or finish coat. They 
can be applied with the brush or spray gun, 
on metal, wood, concrete or brick for pro 
tection against weather, rust, moisture, heat, 
fi:mes, stains, smoke, steam, etc. 

The pigment contained in this material is 
Crescent aluminum paste or powder: It is 
stated that the paste produces a ‘smoother, 
more lustrous paint than the powder, makes 





nv dust and is more economical to handle silver paint, aluminum enamel, aluminum 

because of its compactness. It can be mixed metal paint, gold bronzes, bronzing liquids, 

with either varnish or lacquer. colored bronzes, metal leaf, tinsel and 
The Crescent company also manufactures metallics. 


Hydraulic Remote Control 


\ new development in the U. S. Vari unit itself and the movement of this cylinder 
drive Motor made by U. 5S. Electrical Mo changes the speed. 
tors, Inc., Los Angeles, Calif., is illustrated 
showing remote control of variable speed 
units by hydraulic means. 

Phe operator can vary the speed of the 
compact Varidrive unit over a wide range 
of speeds by turning the handwheel at the 
remote control Station, The remote con 
trol is hydraulic and provides a smooth 
regulation of speed and an infinite num- 
ber of speeds within the speed range pro 
vided. The liquid at the remote control 





station cylinder is forced through copper 


tubing to the cylinder at the variable speed . S. Varidrive unit 


Brass Die Casting Machine 


In our April issue, page 180, we pub- illustration showed another of their 
lished a description of a new brass die cast machines. 
ing machine made by the Reed-Prentice The cut below shows the die casting ma 
Corporation, Worcester, Mass. By error the chine for brass alloys. 


Reed-Prentice 
8-G brass 
die casting 


machine 


Combination Seale and Truck 


Yale & Towne Mfg. Co., Philadelphia Div., 
4530 Tacony St., Philadelphia, Pa., announce 
the manufacture of a new hand lift truck 
equipped with a Fairbanks beam type scale, 
2,500 lb. capacity. This unit is intended to 
serve as a portable scale, and to push under 
skid loads to elevate the load and get the 
weight, after which the load is dropped or 
moved a short distance. The truck has a 
lifting frame 48” long x 26%” wide x 11” or 
11%” high. The lift is 19s” and the wheels 
are equipped with ball bearings. 

This truck is recommended for use in 
foundries and chemical plants among others 
The workman starts off with an empty bin 
platform and stops at various storage points Hand lift 
where the necessary materials are put in ae 
to make the mixture, eliminating guess work, 
and making the mixing of raw materials with scale 


dependable 


248 


New Cleaner 

Magnus No. 78 made by 
Chemical Co., Garwood, N. J., 
product used for the cold cleanin, 
parts by the Magnus process of 
degreasing. This method, it is cla 
bines the good points of solvent 
ing with soap washing, giving 
ter than obtainable with either a 
more economical, convenient and 

Magnus No. 78 is non-corrosive 
It will attack paint, however, and 
fore, recommended as a strippet 
or enamel. It can be used in th 
and automotive fields for cleaning 
variety of engine parts. 

In metal finishing, Magnus No 
stated, completely removes lacquer 
and paint by the simple wetting 
and loosening of the bond betwe: 
and coating. This action is physi 
chemical, and the cleaner, for tha 
has a long life. 


Acid Resistant. Unbreakable 
Rubber Pail 

“Pour Control”—acid resistant 
able, are some of the features claimed 
a rubber pail recently introduced 
plating industry by the Udylite ( 

1651 E. Grand Blvd., Detroit. 

The new pail is of seamless const: 
made of pure virgin latex carefully 
pounded to give high tensile strengt! 
lbs. pure sq. inch). The pail is reinfores 
by sturdy ribs so that it will hold its 
quota of liquid (12 quarts) without not 
able bulging. In addition the front sid 
the pail is reinforced with a 6” doul 
thick wall permitting easy undisturbed px 
ing when pail is resting on a narrow 


The specially designed spout enabl 
to control accurately the size of t 
poured—from generous flow to fi 
with no slopping over or spatteri 
is the added feature of a detachal 
less steel handle which gives adoe: 
around the entire top periphery 

The Udylite pail is flexible, res 
can't be broken or dented 
facturer claims this feature 
months to the useful life of the p 


duces replacement costs to a m 


Dry Tumbling Proces- 


A new dry tumbling process 
ing metal parts for plating has 
veloped by the Lupomatic Tur 
chine Co. Inc., 4515 Bronx Blvd 
This process, it is claimed, 


‘ 


smooth tarnish-proof permanent 

excellent base for plating. TI 

said to be smooth and easy | 
Full details are available 


METAL INDUSTRY, Wa) 














What the Reader Says 








Should Receive a Hearty W elcome 


\ idd omy congratulations to the many 

have undoubtedly received on 
irrangement which you have made 
INDUSTRY. 


re legible pages should receive a 


\lETAI Its more attrac- 


velcome from your readers. 


\IANUFACTURING COMPANY 


VRE NI 
Truman Young 
Newark. N. J. Asst. Adv. Mer. 


{ Great Improvement 


Replving to your letter of April 13th, the 
ew format and type dress of your April 
<sue is a great improvement over earlier 
sues. It is much more attractive and easier 


FARREL-BIRMINGHAM Company INc. 


T. V. Busk 


Ansonia, Conn. 


“4ll Are Richer” 


[he pleasant surprise that came when the 
rown paper cover was removed from your 
was continued throughout the 
whole magazine. You are to be congratulated 
pon your success in the make-up and the 
ntents. The sentence in one of your edi- 


April issue, 


torials is applicable—‘“As a result all are 


Georce B. Hocasoom 


Looks Very Fine 


We have received and are much _ inter- 
n the copy of the new METAL 
Inpustry. It looks very fine. 

ALUMINUM COMPANY OF AMERICA 
Pittsburgh, Pa. C. C. Conner 


{ Lively Modern Daughter 


Merat Inpustry in its “new dress” is a 
ly up-to-date book. It doesn’t even give 


the impression of face lifting and hair dye- 
ng as might have been expected with an 

girl stepping out.” Instead we have 
wit! a lively, modern daughter—not 


waiting but inviting. 

a transformation deserves commenda- 
You have established a 
standard for your advertisers. 

Morse, Hurcuins & Easton Inc. 


L. W. Hutchins 


attention, 


Beautiful; Send Us More 
ISSUE IS BEAUTIFUL; SEND 
IORE COPIES. 


SeBreny, Berke Mere. Co. 


Quite Impressive 


OR OF Meta INpuUstTRY: 


format is quite impressive and 


INDUSTRY. 





Vay. 





1937 


we believe that it is a worth while improve- 
ment over your previous one. 
We find your magazine very interesting. 
AMERICAN CHEMICAL Paint COMPANY 
J. O. J. Shellenberger 
Ambler, Pa. 


The Real “McCoy” 


To the Editor of Mera INpustry: 


Although I have been a reader of METAL 
Inpustry for several years it is only re- 
cently that I have become a_ subscriber, 
and I want to let those responsible for 
the publication know that I think that this 
magazine is the Real McCoy. Also I think 
that the price of this magazine, so valuable 
to the plating industry, should be $3.00 per 
year instead of $2.00. It is more than 
worth it. 

One bit of constructive criticism that I 
wish to present at this time, subject to 
the fact that I may be mistaken, is that 
many discoveries, improvements, inventions, 
and processes are announced by the META! 
INpUstTrRy from time to time naming the 
discoverer or originator, but not telling 
where this article or process may be pur- 
chased. Can this difficulty be overcome 
without interfering with any of your regu- 
lations? 

HARLEY K. GRUND. 
Delco Radio Division 
General Motors Corp. 
Kokomo, Ind. 


It is the practice of reputable trade jour- 
nals not to mention the names of manu 
facturers of specific items of equipment in 
their technical columns as_ such 
might be giving the im- 
pression of free advertising or “puffs.” 

Those interested in the manufacturers of 
any specific 


mention 
misconstrued, 


items can always obtain this 
information by writing to us.-—Ed 


Keep Up-To-Date 


To the Editor of Mera Inpustry: 
I am writing to tell vou that I have 














noticed with interest how the present edi 


tions of Merat Inpustry have improved 
over the old-time dollar-a-year journal. | 
left the industry for awhile but 1 am com- 
ing back and yours is the only magazine to 
keep a man up-to-date in all the metal in 
dustries. 

Toronto, Ont., Can. ws 


D. NAsH. 


Worth More Then Two Dollars 
To the Editor of Merat INpustry: 

Enclosed please find $2.00 for subscrip- 
tion to Meta Inpustry. Although my in- 
in a different line I am getting 
more than $2.00 in useful information from 
your magazine. 

In this February 1937 issue I found the 
following articles of particular interest: 
Vacuum Pouring of Lead Sheathing; Re- 
moval of Carbonates from Cyanide Solu- 
tions; Application of Lacquer by Tumbling, 
and The Testing of Thickness of Deposits. 

As an investor I read each month your 
Metal Market Review and Metal Prices. 

A. C. LANcmuir. 
Hastings-on-Hudson, N. Y. 


terests lie 


Technical Papers 
Sor-Corrosion Stupies 1934; Fiero 
NoONBITUMINOUS COATINGS FOR 
Unpercrounp Use, by Kirk H. Locan Anb 
Scott P. Ewine. Research Paper RP982. 
National Bureau of Standards, Washington. 


TESTS OF 


THERMAL EXPANSION OF CEMENTED TUNG- 
stEN Carpipe, by Peter Hipnert. Research 
Paper RP960. National Bureau of Standards, 
Washington, D. C. 


REDETERMINATION OF THE Atomic WEIGHT 
or ALumMINUM, by JAmes I. HorrFMAN AND 
G. E. F. Lunpett. Research Paper RP957. 
National Bureau of Standards, Washington. 


Tue Systems Tin-GERMANIUM AND TIN- 
Bery_iium, by Pror. Dr. W. GuertLer AND 
M. Prrant. International Tin Research and 
Development Council, 149 Broadway, N. Y. 


InpustRIAL SnHop Licutinc. Safe Prac 
tices Pamphlet No. 22. Published by Na 
tional Safety Council, 20 N. Wacker Drive, 
Chicago, Ill. 





New 





Books 





PLatTeRS Guipesook 1937 Epition, by G. 
B. Hogaboom, Jr. and T. H. Chamberlain. 
Size 514 x 8, contents about 70 pages. Dis- 
tributed free to subscribers of Metra In- 
DUSTRY and those interested in electroplating 
who apply on company stationery. 

The 6th edition of Platers’ Guidebook 
(1937) is in an advanced state of prepara 
tion and should b 
June Ist. 


off the presses by about 


The existing information is being brought 
up to date and new material added regard- 
ing developments of importance which have 
occurred during the past year. 


The following covered: 


topics will be 


polishing; buffing; coloring; vapor degreas- 
ing; solution for nickel; copper, brass and 
bronze, zinc, tin, cadmium, chromium, lead, 
methods of 


chemical analysis including pH determina 


iron, silver, gold, rhodium, ete.; 


tion; a list of metallic deposits and their 
properties; metal coloring including anodic 
oxidation; ball burnishings: 


tanks; 


ties; tables of electroplating data, such as 


plating room 
metallic deposits and their proper 


conversion factors, a list of chemicals with 

their technical and trade names, etc. 
Platers’ Guidebook is known to be the 

best handbook of practical electroplating in- 


formation ever published. 
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New ENGLAND 

iblished by George D 

Size 8&8 x I] 24 page Price $15. 
17,000) Ney Manufacturers are 


DIRECTORY Of MIANUFAC- 


ruRERS. P Hall, Ine. 
England 
with the names of the 
President, 


prin 
Sales 
Also in 
product made, 


capital 


lreasurer, 
Agent 
description of the 


! Purchasing 


tory ¢ mployee Ss. 


Of particular value to the 


Age nt 


Purchasing 
is a third section of the Directory in 
which all products made by New England 
listed Alphabetically to- 
with the names and addresses of the 
makers. 
There is 
tion in 


New 


manutacturers are 
gether 


Brand 
trade names of all 
England products are listed with the 


also a Name sec- 


which brand or 


City offers the opportunity. We ar 
troubled with an excess of riches. | 
lem is not what to include in th: 
but what we can crowd into tour 
ihe great offered. 

Upon registering each lady will 
beautiful gift. Then there are the 


variety 


floor shows, bus rides to the hig! 


interest in the throug 


city, tours 


ints or branch offices. names of the City, the visit and 


inspec tion 
theat: 


enables 
brand 
the bridge luncheon at a fam 
Club, a visit to the Hayden Planeta; 
much of 


manutacturers 


This 


tion of the Directory, these anyone who is familiar only with the ocean liner, shopping tours, 


classified by state, city name ot a easily to identify party, 


maker. 


product 
these as time and 
the visitors will allow. 

In order that no detail may be 


Associations and Societies and to four full days. 


the following Committee has bee 


inclin 


insure days of pk 





in charge of the Ladies Program. 
Mrs. Louis H. Cates, Chairman 
Mrs. Franxuin J. MacStoker 
Mrs. Pui Morninestar 

Mrs. Joun E. Srervine 

Mrs. Benyamin Popper 

Mrs. Joan Wacner 

Miss Joan TrumBour 


American Klectro-Platers’ ganized. There will be plenty ot space for 


Exhibits are heartily wel- 
further information write to 


Liguori, 2429 Kkfubbard St., Brooklyn, 


this purpose and 


Society 


comed. For 
ca 


Spring fie ld, 


Vaynard St., a | 
me oa 


Aennedy, 90 
Vass. 


{dvance Convention News 
Jubilec 


S. has now swung into the final 
of the 


importance 1s the 


Entertainment Program Finally, just a word to the wise. The hor 


The Silver is the 


f the A. E. 

lap in the 

Ol first 

Program. In this the 


Convention Committee dearest place in the world, but 
Under the able leadership of Ben Popper, interlude away from it, revitalizes interest 
entertainment program worthy of New it. (Ask the ladies). Be sure to bri 
York City and the Silver Jubilee has been wife with you to the Convention in | 


14 17, in New York. She will love it 


organization Convention. an 
Educational 
organized, features will be: 


INTER- 


Educational Commit Among its 


tee has returned to first principles and de Open House as guests of the 


signed the Educational Sessions to meet the NATIONAL FELLOWSHIP CLUB. 


Hotel Reservations and 
Transportation 
4 tour of Radio City, something which 


New York City 
even New Yorkers should not miss. , 
its variety of 
A visit to a great ocean liner in New 


y ork Harbor. 


Banquet, dancing and floor shows. 


interests of the fore 


industry. A 


practical needs and A bus ride in which the high spots and 


man plater in the large share points of interest in the city will be visited. 


of the Program is to be de- 


Educational 
soted to Branch 
of the best 


methods in the 


is singularly fortunat 
hotels to suit 
For information write to Aaron | 
Ave., Brooklyn, N. } 
For information regarding transporta 
you are directed to write to Henry L 
371 Fort Washington Ave., New York, N. } 
\ detailed and listing 
convention program will be reported 
next 


papers, each a symposium 


good 
most efhcient 


discussed. All the 


as tar as possible, been selec ted 


practice and purse 
subject lander, 571 Greene 
pape Ts have . 


with an eye toward immediate usefulness Finally, an abundance of fellow- 


good 


ind practical application. ship and cheer. 


. ° complete 
Educational Program E 


Newark Branch 
Waterbury 
Rochester Branch 


Gold Electroplating 
Barrel Rolling of Metal 


Copper Plating in Cyanide 


issue. 
Parts Branch 
Baths 
Health Hazards in Plating Room 


Plating 


Metal Finishing Exhibit to Be 


Held in June 


one week's 


Cleveland Branch 
Bras 
\ Di Philadelphia Branch \ 
Cathode Efficiency of Electroplating Barrels and Its Effect | Albert Hirsch, Pres. 
Adhesion of Nickel Deposits } Philadelphia Branch 
klectroplating Practice Walter Meyer 

\ Resume of Silver F. C. Mesle 


Summary of 


Bridgeport Branch 


cussion on Barrel Electroplating 


special exhibit 


finishing equipment and metal fi 
held June 12 to J 
Metals and P 
Center, New ) 


Silver J 


on the processes will be 


in Germany at the 


Plating 
Researches on Electrodeposition at the Na- 
Standards Dr. 
Progress Report on Exposure Tests and Laboratory Tests 
of Plating on Non-Ferrous Metals P. W. 
The Use of Color Photography in the Inspection of Ex- 
posure Tests of Plating eo 
A Magnetic Method for Measuring the Thickness of Nickel 
Coating on Non-Ferrous Metals as 
Spotting Out Dr. Gustav 
The pH of Alkaline Plating Solutions B. Hogaboom 
Simple Ideas That Work W. S. Barrows, Toronto Branch 
Something New in Plating Donald Woods 
The Affect of Cyanide on the Cathode Ef- 


ficiency of Silver Plating Solutions 


exhibit rooms of 


Roe kefeller 


exhibit is 


Bureau in 
This 
Metal 


Silver 


known as 
Exhibit 
Anniversary 


tional Bureau of Wm. Blum 


Finishing becaust 
Convention 
Electro-Plating 


New York. 


movies in the 


Strauss and Dr. Blum 


4 ‘ 
smerican society fie 


currently in 


. Vincent Davies and Dr. Blum 


Technical realm 


finishing will form part of the ex! 


Brenner gram and Wednesday evening, June 
both by the exh 
A.E.S. conventi 
agement as a metal finishing movir 
Among the films to be shown is 


duced by the Bell Telephone La 


which demonstrates the 


Klinkenstein 


been set aside 


George mittee and by the 
Silver 
Free Sodium 
Hirsch, Snyder, Jackson, Verrelle 
W. L. Penner 

F. C. De Lorme 


many 
Experience in Evaluating Plated Coatings 
Air Conditioning the Plating Room 

The Manufacture of Rhodium 


Metal to the Plating Bath 


Plated Ware Exhibit 


direction of R. J. Licuort, 
New York Branch, an out 
standing exhibit of plated ware submitted by 
the Branches and 


methods developed at the Labora 
testing different finishes. 

The displays will 
year’s developments, one of the 1 


Plating Solutions from the include mat 


Lionel Cinamon, Ch. E. 


To The Ladies 


For the Ladies, “those dear, lovely com- 


esting of which is the evaporated 
ess of plating shown by The I 
Metal Film Co., Ithaca, N. 


method metal is dispersed throug! 


Under the 
president of the who will 
in June, 


New York 


panions of our joys and sorrows,” 
from the source to the surface to 
Other displays will show cleanin: 


accompany us to the Convention 


members is being or- we are planning a grand time. 
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it in action and recent appli- 


vnthetic enamels and other coat- 


cattery Manufacturers 
ters 7 E. York 


rhe National Battery Manufacturers Asso- 
hold their Spring convention at 
SI im Hotel, Washington, D. C., May 


Mth St., Neu 


{ll members of the industry are 
nvited. 


American Zine Institute 


60 E. 42nd St., New York 


Sheet Galvaniers Meet in Techni- 
cal Session at St. Louis 


The G A mert- 
Zinc Institute, held a meeting on cur- 
sheet galvanizing, at the 

Louis, Mo., April 26, 27 


nd 28. Among the technical subjects dis- 


ilvanizers Committee of the 


rent practice in 


Hotel Statler, St. 


cussed were the following: 
DEVELOPMENTS IN GALVANIZING WIRE AND 
Sueets, by U. C. Tainton. 
Meratuizinc on Sprayinc Zinc, by 
C. Reid 
Tue Use or Pure Zinc 1n Hor GALvaniz- 
by J. J. Enlow. 
L. T. Baldwin. 
Tune Gatvanizine, by P. C. Ely. 
Rotts For GALVANIZING, by J. A. Succop. 
Walter G. Trench. 


Wm. 


FLUXES. by 


INHIBITORS, by 


Briggeport Branch 
Chas. H. Costello, 1285 Boulevard, New 


Haven, Conn. 


Branch of the 
Society, 
wly formed New 


he Bridgeport American 


tro-Platers’ together with the 
Haven Branch, held an 
banquet and dance at the 
ratheld Hotel, Bridgeport, Conn., Satur- 
, May Ist. 

At the 


pers were 


per meeting, 


~ 


educational session the following 
presented : 

Metnops or TestiING THE THICKNESS OF 
CTROPLATED Deposits, by Dr. Bm. Blum. 


\ Resume or Strvex Pratine, by F. C. 
Vesle. 
ELECTROPLATING IN EUROPE AND THE 
LONDON MEETING OF THE ELECTRODEPOSI- 
Society, by Waiter Meyer. 
Oliver J. Sizetove conducted a question 
x to which all present contributed. 
anquet which took place at 7:00 
'M. was attended by a large number of 
ind friends from New England 
New York, and was a most successful 


Los Angeles Branch 


Earl Coffin, 710 E. 29th St. 


\ngeles Branch of the 
rs’ Society 


American 
held an open edu- 
sion and dinner dance on Satur- 
20th. 

features of the technical ses- 
e following: 

W. M. Puivurps, research en- 
ral Motors Corp., illustrated by 


} 
the 


A. Maurer, electrochemical 
Hotpoint Division, General 


MET INDUSTRY, May, 


Sizelove, 


Greensburg, Pa., 














PLatincg or Unusuat Metats, by Dr. S. 


Fisher. 


PERTINENT Piatince Topics, by 
Frederic 
Union City, N. J. 

W. S. McKeon of Sulphur Products Co., 


Oliver J. 


Gumm Chemical Co., 


speech in 
1939 


made a_ short 


which he planted the seeds’ for the 





Table lamp. Marso Lamp Co., 
Table lamp. Licuts, Inc., Mk. Fercuson, plater. Won by V. 


Two electric irons. HoTpoint 


Pair of auto road lamps. 
Div., GENERAL 
SCHENER, 


SizELove and Mrs, G. 


One stream line sink fixture. Prick-PFISTER 


by Mrs. W. F. Ries. 


One automatic sink spray. Repeat Brass Mrc. Co., Mr. Futter. Won by Mrs. MeGuire. 
Pair of cat stand candle holders. Enwarp Cusuine Co., Mr. Cusninc. Won by Mrs. E. Corrin. 
Lampe & SHApbE Co., 


One electric smoke stand. ALBER1 


PENDLAY. 


One marble finish cigarette case. Burke RUMMLER Co., Liperty PLating Co., Mr. RynKors. 


Won by F. Rusuton, 
2-piece smoking set. TRopHyY-Crarr Co., 
One horse ornament. TropHy-Crartr Co., 
2 ash trays. Crown City PLatinge Co., 
C. DENNIs. 


One bath tub fixture. CaALIFoRNIA Brass Mrc. Co., Mr. Raymonp. Won by 
Art Grass Co., E. 
One cigar case. E. LAMourEUx. Won by Mr. Spence. 
One gallon motor oil. Farrar Cuemicat Co., Mr. Eviis. Won by Mrs. R. Vospanz. * 
One 5-gallon can lacquer. Maas & WaLpsteIn Co., Mr. McGuire. Won by R. J 
One gallon oxidizing sulphur. SULPHUR PRopucts, W. S. MeKeon. Won by A. 
Ten cartons cleaner containing 10 packages silver polish inserts. OakirE Propucts, INc., 
P. A. Boeck. One won by each of following: 
Bray, Mr. 


One art rosebud holder. Los ANGELEs 


Mrs. J. F. Mericoip, Ray 
Matone and Mrs. M. D. RynKkors. 


Max GoLpen, plater. Won by W. F. Ries. 


Evectric, C. F. Weser, plater. Won by O. J. 


Brass Mec. Co., C. C. 


Max Goupen, plater. Won by D. Bepwe tt. 
Max Go pen, plater. Won by Miss Ries. 
A. E. Comper. Won by E. 


A.E.S. convention, to be held on the Coast. 

The dance was held in the Ballroom ot 
the Elk’s Temple. The entertainment in 
cluded a floor show and an orchestra, both 
outstanding performances. A _ brilliant dis 
play of exhibits of local manufacturers was 
ene of the features of the afternoon and 
evening. All of them were donated for door 
prizes. The list is as follows: 


E. RAMSEY. 


McLaren, plater. Won 


Max Go.pen, plater. Won by Q. 


LAMOUREUX and Mrs. 


Mrs. RAYER. 
Corrin, Won by Mrs. OLIPHANT. 


. CHARTRAUB. 
BRIDEWELL. 


Atex Reciment, Mr. Rayer, C. G. Spence, 
Peters, D. OvipHant, Dr. S. Fisner, Dick 











Personals 








Frederic W. Willard 
Frederic W. Willard, from 1931 to 1937 


executive vice-president and director of the 


Nassau Smelting & Refining Co. Inc., 50 
Church St.,; New York, has been elected 


president of the company. 

Mr. Willard, who resides at Summit, N. J., 
was born April 16, 1881, at Houghton, 
Allegeny Co., New York. He was educated 
in the public of New York and 


schools 





Frederick 


W. Willard 


1937 


Pennsylvania, received his A.B. degree at 
the University of Michigan in 1906, and the 
Honorary Degree of Master of Arts from 
the same University in 1929. From 1899 to 
1901 he worked for the Pennsylvania R.R. 
as freight clerk. He entered the service of 
the Western Electric Co., Chicago, in 1906 
as research chemist. From 1911 to 1931 he 
was employed in various technical and ad 
ministrative positions by the Western Eleo 
tric Co., including the following: Engineer 
of Methods; Cable Shop Superintendent; 
Asst. Operating Superintendent; Asst. Engi- 
neer of Manufacture; Superintendent of 
Philadelphia Shops; 





Instrument Division 


Superintendent of Installation; Personnel 
Director; Asst. Works Manager, Kearny, 
N. J. works. 


When the Western Electric Co. purchased 
the Nassau Smelting and Refining Company 
in 1931, Mr. Willard was appointed execu- 
tive vice-president and director. 

Mr. Willard is a member of the American 
Institute of Chemical American 
Chemical Society, Chemists’ Club, New 
York, Sigma Xi; Executive Board, National 
Research Council. He is president of the 
foard of Education, Summit, N. J. 


Engineers, 


Dr. S. Wernick 


Dr. S. Wernick, Honorary 
the Electrodepositors’ 


Secretary of 
Technical 
London, England, is spending a few weeks 
in the United States. He is visiting various 


Society, 


















industrial centers, going through electro- W. F. Georce Cuemicats, Inc... NAUGATUCK land, Ohio, announces two appoii 
plating and metal finishing plants to gain CuemicaL Co., and American CYANAMID the sales staff of its New York 
first-hand knowledge of American develop- Co. He is a member of the Chemists’ Club West 42nd Street. 
of New York, the Salesmen’s Association of The men appointed are W. | 
the American Chemical Industry, American graduate in mechanical engineer 
Chemical Society, and is a fellow of the the University of Illinois, and E. A 
American Institute of Chemists. formerly with the company’s Chi 


Epwin T. Dopprince, for the past 25 years F. L. LaQue, INTERNATIONAL N) 
with the Osnorn Mec. Co.. Cleveland, Ohio, 67 Wall St.. N. Y. City, addre 
has been appointed vice-president in charge Niagara Peninsula Branch of the } 
of sales of Wittiam H. Nicuotts Co., Rich- ing Institute of Canada, Port | 
mond Hill, N. Y. Mr. Dopprince has spent Canada, April 15. His talk was on 
all of his business life in the foundry and erties and applications of nicke 
foundry equipment field. non-ferrous alloys. 


Howarp E. Frirz, formerly chemical sales Leon C. Huse has been appoir 


manager of B. F. Goopricu Co., Mechanical tory sales engineer of the air cor 
f g é 


Goods Division, has been named manager division of Gar Wood Industry. |] 
of Koroseal sales and development. Dr. troit. Mich. 
Fritz came to Goodrich in 1925 from the 


chemistry faculty of Ohio State University. 


STANLEY E. Cuase for the last four ye 
connected with the sales of Gar Woop } 


Cornetius F. Keviy, president of ANaA- 


9c 


: pustTRIES, Inc., Air Conpitionine Division 
conpA Copper Mininc Co., 25 Broadway, 


. Detroit, Mich., has been appointed manager 
has accepted the chairmanship of the Non- 7 PP “ 


Ferrous Metals Division of the Salvation 
Army’s 1937 campaign for $600,000 in main- 


of the Air Conditioning Division Brancl 


Rox hester, N. y ° 


tenance funds. , : 
Dr. S. Wernick S. T. Smitru, formerly branch manage 
q o J af , y { atr 
Gar Woop INDUSTRIES. INc.. Detroit, Rochester, N. Y., for Gar Wood Indu 


Dr. Wernick is a consulting metallurgist Mich., were awarded a bronze plaque by the Inc., Detroit, Mich., has been transfer 


of note, acting in that capacity for a number Jury of Awards during the National Oil to Boston as branch manager. 


of companies in England. He has specialized Burner and Air Conditioning Exposition 


which was held recently at Philadelphia. W. D. Hart has recently been 
president of National Brass & Copper ( 


in the prevention of corrosion of metals, on 
which subject he has published papers in 
transactions of various technical societies The Livcotn Evectric Company. Cleve- pany, Inc., Lisbon, Ohio. 
in Europe and in the United States. 


D. | ACKERMAN, metallurgist, INTER 
NATIONAL Nicker Co. 67 Wall St.. New 


York, spoke before the New York Chapter Obituaries 


of the \merican Society for Metals, on 
March 29 at Rockefeller Center. His sub 


ject covered the spec ial characteristics of 








non-ferrous metals which make them more death was published in our April 


Chas. F. L°>Hommedieu : 
suitable than iron or steel for many pur He was born in Stockbridge, Mas 
poses despite their relatively high cost. Chas. F. L’Hommedieu, 93 years old, descendant of Benjamin L’Hommedit 
founder of the plating and polishing con- French Hugenot who settled in the Uni 
cern beering his name, died March 19 at States in 1686. He came to Chicago 
his home in Los Angeles. (A note of his 1898 and established the firm of Cha 
L’Hommedieu & Sons Company 


(, | CoN research engineer, INTER 
NATIONAL Nicket Co., spoke at a meeting 
of the Regional Municipal Training Schools 
in the Gould Memorial Library of New 
York University on April 3rd. His subject 


was the growing use of corrosion resistance 


He retired from this business fifteen 
ago and went to Los Angeles to live. Funet 
services were held in Los Angeles. 
mamtecsans te Che cevkgn of epupenens See Cie Mr. L’'Hommedieu had an interesting | 
aclemnene Clopeens ef sownge. He was employed in his early years 

I 

Cuartes Ruriesce has been appointed Meriden Britannia Co., (now Inter! 
service representative for the Detroit dis Silver Co.) He later operated a 
trict for the American Founpry EQuipmMeNt ing shop in Meriden, Conn. In his 
Co., 408 Byrkit St.. Mishawaka, Ind. Mr. , in mentioning this business, he st 
Kutledge will make his headquarters with “We got the first dynamo fror 
Hurron H. Harey & Assoctates, 2918 E. paying a royalty of $100 a year 
Grand Blvd., Detroit, Mich. , ~ of it. It sparked and sputtered a 

but we had to get along with 

Dr. J. T. Easu, research metallurgist of coe cenlll cout. Ch ciaehk ane 
INTERNATIONAL Nicxket Co., 67 Wail St., 1 think 
N. Y., spoke before the N. Y. Chapter of 


the American Society for Metals, on April , a al He vy k ; th 
ites! ‘ e vas a worker in re 
of h - 


this was the first plati 
used in this country.” 
uh, om the subject of the technique elect General Grant to the pres 
hardening metals by precipitation. . 
sang in a quartette during this 
Water J. Murpny, for seven years Man ‘ lM 3 and carried a torch in a parade 
aging Editor of Chemical Industries, has His practical knowledge of p 
resigned and become associated with H. H. polishing gained by his activity 
Rosentuat Co. Inc., 25 E. 26th Street, New for many years, and his capat 
York, distributors, importers and exporters friends, enabled him to start t! 
of chemicals, oils, drugs and allied prod- whose growth has been continuous 
ucts. Mr. Murpny was previously associated Edward and Arthur will carry 
with the Mutuat Cuemicat Co. or AMERICA, Charles F. L’Hommedieu ness. 
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George Sieber 


Sieber. 61, of 814 Troy Plu N. W., 
Cx Ohio, died recently following an 

a vear. Mr. Sieber had been vice 

of Frankham Brass and Bronze 
( : 1920 when the company was pur- 

mm the late William Frankham 

ip ol employees. 

Syracuse, N. Y., Mr. Sieber came 

n with his parents at the age of 

n his younger days was prominent 

tic circles being an outstanding 
baseball player. He worked in local 
ntil his connection with the foundry 
rs ago. He was a member or St. 
Peter's Catholic church, Canton aerie 141, 
Fraternal Order of Eagles, and the Catholic 
Order ot Foresters. 

Surviving are his widow, Mrs. Clara L. 
Sieber, two sons, Darrell G. and Marion B. 
daughter, Miriam Sieber; a 

John Sieber of Canton, and three 
sters. Mrs. Emma Matecki, Canton; Mrs. 
Minnie Callahan, Lufkin, Tex., and Mrs. 
\iary Burson of Athens, Ga. 


Seber a 


Grant C. Deeter 


Grant C. Deeter, purchasing agent for the 
Speer Carbon Co. and its afhliate, Inter- 
itional Graphite and Electrode Corp. of 
“t. Mary’s, Pa., died suddenly at his home 
Miarch 15th. 

Deeter, who was 67 years old, was 
at Sparta, N. Y., August 13, 1869. He 
gan his business career in the auditor’s 

of the Shawmut R.R. later becoming 
surer. In 1917 he assumed the position 


— 


purchasing agent for the Speer Carbon 


Co. and when the International Graphite 
nd Electrode Corp. was acquired he also 
ted as purchasing agent for that concern. 


Mr. Deeter was an active member of many 
ternal orders and was prominent in the 
Viasonic organizations. 


John G. Miller 


Miller, Western representative of 
\jax Metal Co., Philadelphia, Pa., since 
0, died at his home, 1236 N. 


a 


lohy t. 


Dearborn 

cago, Ill., on Monday, April 12th. 

Mr. Miller had a long and honorable 

reer with the Ajax company, having served 
nce 1900. He is survived by a wife 
son, 


George Cartlidge 


George Cartlidge, foreman plater of the 
Hiart Mfg. Co., Hartford, Conn., died on 
March 2nd. Mr. Cartlidge who was one of 
the pioneer foremen platers, had been in 
the employ of this company for many years. 


Andrew J. Peoples 
Andrew J. Peoples, whose death on Feb. 
12th was noted in our April issue, was born 
February 7, 1872 on a farm at Novi, Mich. 
He entered the employ of the Detroit Cop- 
per & Brass Rolling Mills, on April 1, 1902, 
as a telegrapher. In 1913 he was made secre- 
tary-treasurer of the company and in 1921 
a director. 

When the Detroit Copper and Brass Roll- 
ing Mills were purchased by the American 
Brass Company in 1927, Mr. Peoples came 
over with the company and at the time 
of his death was manager of the Detroit 
Branch. 

Mr. Peoples was prominent in the Asso- 
ciation of Credit Men, both locally and 
nationally. He was also prominent in De- 
troit local banking circles. He was a direc- 
tor of the Michigan Mutual Liability Co. 
of Detroit. Mr. Peoples was active in civic 
work and a member of the Detroit Board 
of Commerce. 





f ndreu A Peoples 


Fred J. Mills 


Fred J. Mills, president and treasurer of 
Brown and Mills, Inc., manufacturing 
iewelry concern, 100 Stewart St., Providence, 
R. L, died recently at his home, 126 Arnold 
Ave., Edgewood. Mr. Mills had _ been 
prominent in business and social circles of 
Providence more than 30 years. He was a 
member of the Providence Central Club, 
Khode Island Wheelman and Century Clubs 
and the Jewelers’ Board of Trade. 

Mr. Mills was born in Birmingham, Eng- 
land, the son of William Mills, a famous 
English jeweler and manufacturer, of the 
Mills clocks. He was graduated from King 
George College, Birmingham, and was first 
associated in business with his father. 


Frank J. Frey 


Frank J. Frey for 53 years an executive 
of the Geuder, Paeschke & Frey Co., Mil 
waukee, Wis., one of the oldest and largest 
manufacturers of tin, sheet metal and ena- 
meled ware in the United States, died on 
April 4, aged 78 years. He was ill of pneu- 
monia only four days. 

Mr. Frey was born in Fond du Lac, Wis., 
and at the age of 14 entered a local machine 
shop as an apprentice. At 18 he went to 
Milwaukee and in 1882 joined the old 
Geuder and Paeschke Mfg. Co., then situ- 
ated in Chicago, as factory manager. A year 
later when the factory was transferred to 
Milwaukee, Mr. Frey became secretary and 
treasurer. His name was added to the firm 
title in 1908. Mr. Frey became president 
in May 1935, following the death of Charles 
A. Paeschke and in May 1936 he was elected 
chairman of the board. His only son, Frank 
A. Frey, is executive vice-president and 
treasurer of the company. 


Mrs. Oliver J. Sizelove 


As we go to press word comes to us 
of the death of Mrs. 
Oliver J. 
Chemical Co., 


Sizelove, wife of 
Sizelove, of the Frederick Gumm 
Kearney, N. J... formerly 
Associate Editor of Mera INpustry after 
a long illness. 

Our deepest sympathy goes out to our 
old friend Mr. Sizelove in his bereave 
ment. 





News prom ‘Field Correspondents 





Waterbury, Conn. 
April 23, 1937. 


fifth consecutive month, the 
owed, employment in the city 
ill records since the war, the 
larch being 37.676. an increase of 
ebruary and of 5,777 over a year 
yment in the eight largest fac- 
led 21,240, an increase of 432 
iry and of 4,197 over a year ago. 


MI INDUSTRY, May, 


1937 


Freight received in the city during the 
month toalled 76,421 tons; freight shipped, 
14.672 tons. Bank clearings for March 
were $7,481,000, an increase of $705,000 over 
February and of nearly $2,000,000 over 
March, 1936. 

Cornetius F. Keviey, president, and Wi 
n1AM C. Porrer and Anprew J. MILLER, 
directors, of the ANACONDA MINING Co. in- 
spected the local plants of the AMERICAN 
Brass Co. last month. They said “business is 


very good” and that the Anaconda officials 
were much pleased with the record of the 
local concern. 

The annual statement of the Anaconda 
company shows that shipments of manu 
factured products from the American Brass 
Co. and the Anaconda Wire & Cable Co. 
amounted to 682,287,179 pounds in 1936, an 
increase of 28 per cent over the previous 
year. 


The American Brass Co. has taken out a 
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permit to construct an addition to its sheet 
street at a cost oft 


Mec. Co. has taken 


demolish an old building on 


mill on Freight 
$50.000 and the S« 


rolling 
OVILI 


out a permit to 


Baldwin street and to erect a new building 


7.000. 


81 by 200 feet at a cost of $ 
W. HH. Kettoce, for 12 


intendent of the 


years mill super 
Brass Co. has 
succeeded by J. H. 
Mr 


tor LO year’rs, 


\ MERICAN 
resigned, and will be 
ACKERMAN the 


KELLOGG was with the 


now at Ansonia plant 
company 
and 
the 
becoming superintendent. 
Brass & 
Brass Co. 


beginning as an inspector serving as 


assistant superintendent of mills for 


many years before 


The ¢ 


\ MERICAN 


Copper Co. and the 
have followed 
Mere. Co. in 


with 


HASH 
the ex 
ample of the Scovint 


week 


granting 


vacations of one pay each year. 


1G hours. Vacations of one week with pay 


are given all employes and those employed 


1G years or more will receive two weeks vaca- 


tion with pay. 


NorwaLk—Five hundred employes of the 
SEGAI who 


weeks 


paining an 


l OcK CO. 
strike, 


average 8 


out on a two 


April 5 


cent 


were 


went to work after 
per 


Louis Segal, president of the com- 


increase in 
wages. 
pany, announcd that he had signed an agree 
ment with the ClO which provides for a 45- 
hour week, time and one-quarter for over 
time, a 5 per cent pay increase now and 
months, 


—W.R.B 


another increase of that size in four 


Providence. R. L. 


ware-sterling or 
ware. 


SILVERMAN BROTHERS, 


plated hollowar 


mar 


jewelers, have taken out a build 
for the erection of a two-story } 


tion to their present factory 
Street, The 


to cost approximately $7,500. 


Providence. WO! 


at 


i 


Rotanp & Wuytock Company 
turers of jewelers findings and m: 


ties, has removed its factory and of 


9 


24 Calendar Street to larger quarter 


Wall Building, 162 Clifford Street. 


Utica, N. Y 


April 


The metal trades are booming 
The 
that 
metal 


have been in the 
May l. 
Mec. Co. 


ing at establishing a minimum wage for men 


This applies to all who April 23, 1937. 

Rhode Island, the 
various metal trades, especially those repre- 
the and 


silversmithing lines, has been in the throes 


Utica Industrial Association 
for March business 
field 99.8 per 
compared with 80.8 per cent 
for March. Normal is 
four years from 1925 to 1928. 
The Brunner MAnuracturtinc Company 


employ for one year on Industrial including conditions 
Rumors that the Scovi.i is aim were cont of 
sented in manufacturing jewelery pr pan 
hour for women of 41.5 an hour 
last Vice-Pres. JouN 
Instead, he said, the company, for 
the 


making 


of 53.5 an year based 
were denied month by 
H. Gross 
the 


three general 


of labor agitation during the last few weeks 


and while amicable settlements have been 


past few months, in addition to effected in some cases, others are still pend- Utica, was reported to be doing uw 
; 4 a, wi 1 unus 
pay raises, has been ing. In practically every instance four funda- 


by the 
shorter working hours, increased 


well. Two other Utica organizations er 
the Arms Cor 
the Boss! RI Cor 


individual wage increases, in each case based mental demands have been made ing prosperity are SAVAGI 


on the individual efficiency of the employe. 
li is probable that when this is finished that 
there than the 
that it is conducted in 

will be tee 


employees: Ku as PORATION and 
wages, collective bargaining and recognition TION 
= ‘ . 


less 


drawing 
Mr. 


will be few of the union. Most of the agitation has been 
the the 
on Industrial Organization (CIO). 
lhe working 


wages have been easily dealt with, the ap- 


News from Rome is that industry there 
stimulated and that they are having a hard 


time keeping up with the orders 
and By 


Gross said interests of Commit- 
the 
for a 40 week as it 
paid in 1929 for a 55 hour week. 

The Benrus Mec. Co. has purchased from 
the Industrial) Properties, Inc., for $75,000, the 


four 


mentioned. 
that 


much 


rates 
expected company 


paying as hour 


adjustment of hours 


unanimous decision the Court of Ap 
peals has reversed an Appellate Division 1 


parent disposition almost invariably on the Reon | 


brought by 

Utica against Herserr S 
the MuFFLerR Coy 
is expected the case will be p 


ing in an action 
McNamara of 
POWELI 
PANY. It 
on the May equity term of Supreme | 


part of the employers having been to accede 


story story building on Cherry Avenue, either partially or wholly to the scales pre- jane Setiieens 


part of which it has been occuping for three 
years. The 
by the WATERBURY 


sented; collective bargaining being peremp- 
Federal 
practically eliminated as an issue, excepting 


W.R.B. as to 


judicated, employers as a rule declining to 


building was formerly owned torily regulated by legislation was 


Crock Co. 
Mr. McNamara, a former employee of 


how such bargaining should be ad- 


POWELL concern, has been engaged it 


gation for several years over what he claims 


preferential or exclusive rights to any the 


eve is his invention used by Poweti C 


PANY. 
In Ilion 


‘ . T 
Connecticut Notes 


specific group unless it conclusively repre- 


April 23, 1937. sented a majority of the employees of the the Rewencron Ram ark 


individual plant without outside domination union employees have voted to accept a pt 


of- 
local 


5 
branch of the 
C1O has presented demands to the LANDERs, or 


New Britrain—The local 


interference. Organizers and other 
the CIO the 


field and, while making their efforts to union- 


posal which aims to settle their differe 
the The 


carried 296 to 13 according to 


FrRArRY ( ficials of have invaded 


at 95 per 


LARK (oO. for an increase in wages with company. proposition was 


ARTHUR Nt 

GILEs, secretary of the Equipment Workt 
the 

months 


cent, a wage of 45 cents 
one half for 
10 hours 
CIO as 
employes 
Phe 
subject to approval by the SEC, 


185.3938 
ratios of 


mintmum 


in hour, time and over eight ize every line of business and industry have 
‘ ; g 


» week and recog focussed their greatest energies in gaining 


the 


hours a day or 
of the 
for the 
BRIDGEPOR' 


which called 
official of tl 


Ranp | 


ASSOCIATION, 
walkout 1] 


Llion 


group 


bargaining control of the metal workers. Even during the 


nition sole 


ago. An 
REMINGTON 
PLOYEES explained that 


agent recent depression conditions were not so un- desahatten of 
settled as at present. 

Wages 
Rhode 


month of 


BRIDGEPORT Co.., 


msue 


BRASS 


those now working 


workers in 
the 
corre- 


paid to metal trade 


will protected 


stock in 
held 


The new capital will be used 


would have their jobs 


Island were up sharply during 
March those of the 


month of 1936, figures compiled 


shares of no value 


' 


pal siriking employees are returning to 


from 


Employees of Plant 1 and Plant 2 ar 
ning to join in one labor organizatior 
bering 3,000 employees E. K. B 


one new share for each four 


at $15 a share sponding 


to finance a plant expansion costing nearly and released a few days ago by the Brown 


Business RESEARCH show. Total 
manufacturing payrolls of Rhode Island in- 
dustries during March aggregated $11,096,- 


$3,000,000, including new casting shops, roll BUREAU OF 
rod 


ARMs employes, 


ing, tube, wire and mills. 


The Re MINGTON 
300. 


number Newark. N. J. 
April 2 


beer 


80 a gain of one per cent over the month 
23.1 


year. In 


ing 2, have been given a pay increase 


February and of per cent advance 


March last the 


metal group payrolls increased 72.1 per cent by 


amounting to 5 per cent which will mean an ol 
addition to the $180,000. trom 
The SILVER Co. 


have 


Metal 
labor conditions as many other 
the 

increase in 


payroll of non-ferrous industries have not 


MERIDEN INTERNATIONAI 


alo kholde rs 


tion plan by a 


approved the recapitaliza over those of a year ago. The manufactur- were during month. Some 


vote of more than awo-thirds. ing jewelry and silversmith industries show- granted an pay and 


of 22.2 per cent over March, 1936. appear to be satisfied. AMERICAN 
Nortu ArtTLtesoro Founpry, is en- 
larging its floor space by the erection of a 
building 80 feet by 


Chestnut 


The company has started the erection of a ed a gain 


THe FORMER Co., manufacturers of tra 
and _ electrical 
Street, 


story building for the forging depart 


100 by 400 feet 


one - 
appliances, of 178 
purchased additiona 
near its plant. The company repor! 


which will be and 
$100,000, 
The 
General 


April a 
thei 


ment 
10 feet at its plant on have 
North Attleboro. 

Joun F. Brapy, Inc. has announced the 


opening of a new 


will cost 
PLAINVILLE 
by the 


Mec. “Mreet, in 
Co. 
amounting to 
for the first at Friendship 


The concern is operating 45 hours a 


TRUMBULI Co.., 
Electric 


bonus 


increase in business. New building 
the 
output doubled. 

The Orance Ro.ter BEARIN 
Orange, has leased 6,000 additior 


owned paid ils 


department at erected on additional ground 


Garnet 


its plant 
Streets, to be 


devoted entirely under supervision of expert 


employes in 


5 per cent of earnings and 


quarter 


week but paying time and one-half for over craftsman, to refinishing and repairing silver- 
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space adjoining its factory 


chkoioicee= BINKS THOR Model 7 


machinery. 
be used to house the metal 


po manufacture metal equip- SPRAY GUN 
‘er Lupe Co. of Irvington, manu- 
collapsibl tal tubes, have let 
1 pay Drone Presson 145 by W H E R E 
plant ll cost $50,000. MAsTER 
Co ying then uesdenaniad with B E T T E R 
pital to manufacture casting F | N | S 4 
C. A. es 
COUNTS , 














Trenton, N. J. 


April 23, 1937. 
of the J. L. Morr Co., which 
n receivership proceedings in 1927, 
pened again in a short time. A 
per customer is anxious to purchase 
plant from Harry A. Rosinson of 
idelphia, and wants the City of Tren- 
to reduce the back taxes from $122,000 
$50,000. City council has the matter under 
ment. The prospective purchaser says 


* Use the same 
Spray Equip- 


will spend $500,000 in improving the Spraying “Hotpoint” appli- . 
‘ ' . : 1.000 he * Th > plant * ances on conveyor, Water ment that fin- 
roperty an emp Oy : lands. le plan Wash Booth equipped, at * 
1.000.000 feet of floor space and formerly Edison General Electric Ap- ishes your 
wed 1,250 hands in the manufacture of pliance Co., Inc., Chicago. new automobile—new 
ind brass goods and other plumbing 


range — refrigerator. 
Binks Spray Equip- 
ment finishes the prod- 
ucts of these and many 
other internationally 
known firms. 


Joun A. Roesiinc’s Sons Co. has 
ed the pay of its 4,500 employes. The 
nimum day wage for laborers was ad- 
ed from $4 to $5. The wage per hour 

ncreased from 60 to 65 cents with a 
day 40 hour week. For overtime work, 

ind a half time is given. The super- 
ng foree was increased in pay based on 

rates. Workers in both the Trenton 
Roebling, N. J. plants are benefited. 
iam A. ANperson, president of the 








Makers of Complete Spray Finishing Sys- 


* Two line paint circulating tems—Spray Guns—Material Containers 
pany, said the wage increase will amount System at Sparks- Withington =~ Raguetare—aerey roe nll emt 

5 Co., Jackson, Michigan Fans—Hose and  Connections—Acces- 
$1,000,000 annually.—C. A. L. %: ates: ‘ sories. 


Write for Valuable Cata Og 


Detroit, Mich. BINKS MANUFACTURING COMPANY 
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Everything is looking better in Detroit NEW YORK DETROIT SAN PRANCISCO 


. . i 2830 E. Grand Bi 923 Harrison St 
resent time, althoug ‘re are 126-30 Lafayette St 
| Ithough there still ar Phone: Canal 6-4640 Phone: Madison 7287 Phone: Sutter 5289 





threatening clouds ahead, largely in ; : 
Alt : h Philadelphia—Pittsburgh—Cleveland —Milwaukee—Boston—Los Angeles—Seattle— Windsor, Ontario, Canada 
though the 


DYKAST ENAMELS 
tes are well guarded agains FINISH DIE CASTINGS DIRECT FROM THE MOLD 
each the interior by means of ad- 


coudcast tetas albtianen Gelia oot Dykast Enamels can be applied to clean zinc and 


rd property. Up to the present time, aluminum die castings just as they come from the 
his does not seem to have been 


sful. mold. No pre-treatment needed. They are tough, 
NeERAL Motors Corpn.. is still hav- 





lor car labor situation. 
lowners are out of all of the plants, the 

(. LO. lets it be known they are planning 
rganize the Forp Motor ComMpPaANy’s big 
the River Rouge. In spite of the 


gates are well guarded against 





durable, and strongly adhesive, and give a fine 


"e some annoying labor experiences over 


U and the Canadian C. 1. O. workers finish in a single air-drying coat. 
‘led to those in the Michigan 
rw sii pe 7 a Many manufacturers have reduced the cost of 
I lless to say that the past month finishing die castings with Dykast Enamels. 
\ ks, [rom a labor standpoint, have . : : . 
ost trying Detroit and adjacent Supplied in black, white, and all colors, and in 


enters, have ever experienced. All 
lustry have been retarded until 
ek or so. Now, with so many 
kes apparently fading out, pro- 


gloss or eggshell sheens. For dipping or spraying. 


AN M&W FINISHING ENGINEER WILL CALL ON REQUEST 


suddenly shot skyward again. 4 
ev everyone would feel better if Waa and Waldaliin Co Niwatk:N- 9. 
ibstantial assurance that the end Branch Offices ond Warehouses . 1336 Washington Blvd, Chicago . . . 1228 W. Pico Bivd., Los Angeles 


cached, Established 1876 — Producers of Lacquers and other Industrial Finishing Materials 
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Employment figures of the Muy 
Co., at Port Huron, Mich., have es 
is announced, its most optimistic 
reaching a new all-time high 
than 1,600 on the payrolls. Indi: 
that the mark may soar near to 2 
the summer really sets in. 

The Rico MAnuracturing Co 
Creek, it is stated, is working ou 
tory employment relations. The pl 
Jan. 13, awarded each employee t} 
lent of $1,500 preferred participati 
which at the present 6 per cent 
$90 a year. This concern manufact 
valves and tappets.—F. J. H. 


Los Angeles, Calif. 


April 23, 1937 

The Agro Inpustries TecHNicaL Iys7 
TUTE at 5221 San Fernando Road, are build 
ing a shop. 

GILFILLAN Bros. of 1849 Venice Blyd 
making radios, are erecting an addition | 
their factory to cost $25,000. 

The Wesix Evectric Heater Co. of Sa 
Francisco, have bought a site and will erect 
factory at 2424 East 8th St., for the making 

OU eet mare than just qual- of electric water and air heaters. M. | 
ity products when you use | wil were Neg ites ’ 
du Pont plating chemicals. You n 2 moveinage Shave pega ncihgrte se 

\EROMOTIVE Corp., at the Union Air Ter 

get du Pont TECHNICAL . nal, making aircraft. 
SERVICE —the cooperation of u The GeneRAL Evectrric Co. have boug 
experienced platers, and helpful 0 a whole block at Turner St., to have a larg 
literature for the efficient and ry r 3 service and repair shop and other buildings 
to be built. 

The Menasco Mec. Co. at 6714 Mck 


ley Ave., have bought three acres there, 


economical shop use of the chem- 
icals and plating processes. Prac- 
tical plating men with progressive 
ideas are available for consulta 
tion on the selection and appli- 7 : : 
cation of du Pont plating chem ind oe ‘Menarot Encine Co. at 6 

‘ {| South Hill St., have started making a g 
icals and processes. Just write or . geouvery temp t0 catth the tax 
call our nearest district office. ¥ . & gold of jewelers. 

The Hottywoop Rapiw Dry Cur 


the purpose of greatly enlarging their 
plane engine plant. 


The R. & H. Ch ls D tment of Glendale, have started a factory 
e . ° it Paabier ts] epar rme ° 
metal hair curlers. 
DU PONT DE NEMOURS & CO 3 — 
Wil Del The CHALLENGE CREAM ANI 
llmington elaware . pia ; oA & 
\ssociATION of 929 East 2d St., 
t Sales Offices 3a) r 30stor 
4, Kansas City, Newark < 
Pittsburgh, Sar ; they have invented and are maki 


wooden churners are hard to keep 


aluminum churn. Butter does not 
cast aluminum, but it does to shi 














pum. 


All types Freo G. Watker of San Bern 


A gateen | ACQUERS| — « mee eal 


: CALIFORNIA 
Clear Lacquer 0 





1 
t 


small turbine steam engines a 
for Metals 65th St. 

The Syno Grar Co. of 201 Dor 

BUFFING LACQUEER [tye tele stclve 

} | L i quantities and colors 0 € meta 

4 # ae ad 4 The Hartrorp Auto Giass Ce 


South Hope St., have started mak 





for Cloisonne Reproductions 
auto vanity and rear view mirror, § 


Air-Dry Priming Lacquer of brass, aluminum plated, als 
ry ; . gold or gun metal. 
Water Dip Lacquer eaten ae oom 
Elastic Von-blushing started manufacturing a new phosp! 
welding rod, with a secret coating | 


Agate Lacquer Mfg. Co., Ine. scinile the. wien 44 a eat 
11-13 Forty-third Road, LONG ISLAND CITY, N. Y. aluminum and yellow brass, in 


horizontal or flat position, Is mad 
Santa Fe Ave. 


Hoa teen —The Last Word in Quality Tue Pactric Bep Sprinc Co. w 
O their factory at 710 East 62d St 


have 60,000 square feet.—H. S. 
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Business Items 








Don’t GLAZE your polishing wheels by using a cheap 





— Greastick for ‘fining’ and grease wheel polishing. 
\ , Drake, formerly executive vice- Use TALLO-STICK, a pure, hard body, white tallow in bar 
( the Electrical Research Prod- form. It keeps the wheels open—gives ample lubrication—length- 
ts, Ih rf W. = ss oy — ae ens life of abrasive set-ups—goes farther doing better work. Request 
sident oO succeet UDG AR ». 
Mr. Bioom is president of the free sample of one of the following three standard grades: 
Westiny Eveerric Co., 195 Broadway, New No. 26—general all purpose 
k Drake became associated with No. 37—low melting point 
West ELectric Company in 1924 and No. 46—high melting point 


connected with ELecrricaL Re- 
DD 


opucTs since its formation in EK. REED BURNS Mig. Corp. 


Danie, C. Cottins was elected vice-presi- makers of 
ont of ELECTRICAL RESEARCH Propucts and EMERITE, TRIPOLEX, TALLO-STICK, TRIPLE E, GLO-LIME, STEEL- 
Brooxe Price was elected a director. SHINE, COLORCHROME. GREEN THREAD BUFFS & WHEELS. 
Office & Plant Warehouse 
21-27. Jackson Street 40-42 Withers Street 
STA y BracKEN was elected president Brooklyn, N. Y. 











Broadway. 


' 
: \in. Bracken became associated with the DONT BURN 
Westery Eveetric Co. in 1912. When the 
| = THE FINISH 


& CORPORATION was acquired by 





he Tecerype Corp., 172 Fulton St., New ; 
York, to succeed CLarence G. SToLi. Mr. 
STO < vice-president of the WESTERN ' 
Freerric Co. 195 New York. GOSH, AND IT }} 


Demonstrating 


WALKER’S 
Cigarette-Proof 


LACQUER 


A new development from the 
Walker laboratories to meet the re 






Western Evectric in 1930, Mr. BRACKEN 
executive Vv ice-president. 





Freperic W. Wu£LLARD, vice-president, 
Vassau SMELTING AND RerFininc Co., 50 
St.. New York was elected presi- 
succeed W. F. Hosrorp. Mr. Hos- 

vice president of the WesTERN 

Co. A biography of Mr. Willard 


found on page 251 of this issue. Seat 4 SAMPLI ' Well quirements of a non-burning lacquer 
ei ” d Li aiker s . 2 
used on metal articles. Available 
CIGARETTE PROOF LACQUER and . . : gr eae . 
Sang ' for baking or for air-drying applica- 
fu letails about its varied uses : — 
( ERA ELECTRIC Co.. Schenectady, tions. 


opened an exhibit of electrical 


EM) HV. WALKER CO. | 


ot 


Quality Makers of Fine Finishes 
\ ‘um Co. or America, Pittsburgh, Finishes ELIZABETH - - - - - = - NEW JERSEY 


said to have under way a $26,000,000 
n program affecting principally their 


Lafayette, Ind., and Edgewater, Histown 


a B Source o£ Precraion Products. 








Richt Ind., manufacturers of motor 

ver bodies, parts, ete., have asked Today, many large manufacturers in leading industries use 
eneral contract for one-story addi Western metals exclusively. They have found that Western 
900 ft.: cost about $250,000 with metals stamp out waste and save them thousands of dollars an- 
nually. Western engineers and craftsmen work with tools, gauges 
and machines as precise as those of a watchmaker. Western cus- 
\ Mrc. Co. 6714 McKinly Ave tomers get the benefit of this fine workmanship which has built 

ne, Cale, aaseueiaeniie. a aie up a reputation for precision that just didn’t 

s and paste, have pesciased ane- happen over night. That’s why it will pay 


A 4 
ng about 45,000 sq. ft. of floor you to standardize on Western metals. 4fosloin 


\l Kinly Ave. and will remodel 


n. Departments: aluminum foun- WESTERN CARTRIDGE COMPANY 
m, enameling. EAST ALTON, ILLINOIS BRASS 


.1z Corr., Chicago, Ill., have BRASS : BRONZE : PHOSPHOR BRONZE 


iry, manufactured and  dis- 
Copper Head Laps, acquired NICKEL SILVER 


ETCHEN Toot & Mec. Co., also 


PRODUCTS 














META! INDUSTRY, May, 1937 257 








1896 1937 of Chicago. Departments: tool 1 
The value of any product is based on the service it renders. ing, polishing and buffing. 


OUR Standard U. S. A. BRAND Felt Wheels Beers ALLoys ANnp CHEMICALS 


have the wearing qualities that reduce your total costs. Bush Terminal Bldg. No. 1, 37th S 
Ave.. Brooklyn. N.  * are liquid 


nickel and nickel scrap business 


The Enterprise ALUMINUM (| 
lon, Ohio, manufacturers of alun 
ucts, have deferred their progra 
present, to erect a one-story add 
partments: casting shop, spinning 
tinning, polishing and buffing. 


The Oserc ENcINEERING Corp., R 
The wheels will prove this on every test. Mass., has been incorporated 


SHEET FELT—all grades and hardnesses ture @ complete ine of water nhs . 


, 3 rials, together with appurtenances 
for Rubbing, Buffing, Polishing and Mechanical purposes. Evenly felted, 


with hydroelectric plants, sewage tr 
no soft spots. 


plants, filtration plants, dams, ete. 1 
EASTERN FELT COMPANY vreater bulk of this work is made uy 
bronze, iron and steel, and the comp 
Manufacturers will be in the market for bronze and 
Office and Factory Winchester, Massachusetts castings, also steels of various shapes 
sizes. The firm has taken over th 








Nat Lewis factory on Grove Street 
ERICK G. Operc is president; Jan 


STUDLEY is treasurer and SAMUEL W 
TRADE MARK is secretary. Departments: brass 


MATCHLESS machine shop, tool room, casting sh 


KEG. U.S. PAT. OFF. 


McKenna Brass & Mec. Cor 


burgh, Pa., has been organized and 
IT Is NOT NECESS ARY porated to establish and operate a pila 
N su OO the manufacture of copper, brass ! 
TO" HAVE products. Principals of the concern, cay 


as Tg > a ‘ ized at $250,000. are: DAL AS E. Win 
BUFFING PROBLEMS yg age hee pligallerg 


Detroit, ind | 

MANY OFFER TO “SOLVE” YOUR PROBLEMS— Gorvon. Departments: bronze, brass 
WE GUARANTEE TO “PREVENT” THEM aluminum foundry; brass machine « 
—— ees ° eo 7 casting shop. cutting up shop, inn 
INSIST UPON soldering, brazing, metal spraying, grind 

MATCHLESS HIGH GRADE BUFFS polishing and buffing, electroplating 
and quering, and bottling filling machinery 

BUFFING COMPOSITIONS honator and washers for soft drinks 

There is no substitute for “MATCHLESS” beer. 


The Matchless Metal Polish Co. Bom Starve Co, Detroit, Mics 


elect a second story addition to it 


840 W. 49th Pl., Chicago, itl. 726 Bloomfield Ave., Glen Ridge, N. J Scotten Ave. The company manufact 
milk and ice cream cans and stam} 


ware. Departments: stamping, solderit 


‘HRO™MIUM™M/|™ 
~ - a . Xf 
oe 








Crampton Merc. Co., Holland, M 
cently chartered with capital of $22 
SOLUTIONS : 
OLUT! manufacture tools, dies, die castings 
EASILY kindred products, has taken over 
es iii plant of Szexery Aircrart Corp. for s 
CONTROLLED! line of production. Expansion wil 
ried out in die casting and other « 
USE ' te , . Mr. Crampton is president and 

: 3 I 
. ” : SHAFER, vice president and work 
“KOCOUR 
x Departments: tool room, casting 


TEST SETS my f x 4 ” stamping. 


for 

~ E. Lerrz, Inc. announce the r 

SULPHATE —— their headquarters in New York 
CHROMIC ACID } East Tenth Street to the Hecksc! 
ing, 730 Fifth Avenue. They hay 

TRIVALENT OR display room. a well-equipped 
and demonstration room, and n 
WRITE a ee — ea — facilities. A modern, well-equippe: 
KOCOUR SULPHATE TEST SET shop is available for the repairing 


KOCOUR CO. 4720 S. CHRISTIANA AVE., CHICAGO icing of all optical instruments, b 


Microscope and Leica line. 
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Ain Propucts Company, 

»y CARBIDE AND CARBON Cor- 

nounce the opening of a new 

aA cetylene plant at 2330 Armi- 
Road, Norfolk, Virginia. In 
cetylene, a stock of calcium 
so be maintained at this plant. 
ipparatus and supplies for 
cutting will be available, as 
Linde oxygen plant at 2219 


ue. Norfolk. 


Ain Propucts Company, UNIT 
\RBIDE AND CARBON CORPORA- 
ce the opening of a new Linde 
t at Powhattan Avenue, Eseing- 


Pennsylvania, near Philadelphia. The 
requirements within the city limits 
Philadelphia will be served, as formerly, 
Linde plant at 18th and Cambria 
Philadelphia. 


™ Rochester, 
» Hampshire, hold the exclusive New 


‘KEE ELECTROPLATE, IN¢ 


rights for the Camelyte process 
scribed in Meta Inpustry for April, 
88). They have made a very large 

ition of equipment including. still 

s and barrels. H. J. BLANCHARD, former- 


, with the Rust Proorine Co., Cambridge, 
\l s in charge of production of the 
elyte process department. 


DeVitgiss Company, Toledo, Ohio, 
expand its rubber products division 
igh the erection ‘of a new plant on 

grange Street near the Ottawa River. The 
w plant, 120 feet by 440 feet, will be 
ngle story monitor type design with 

feet of floor space, and will 
resent an investment of approximately 
000 in building and equipment. 


Driver-Harris Company, Harrison, 
innounce changes in their personnel. 
0. Hartpecen, Sales Engineer, will take 
irge of the territory comprised of North- 
New York State and Eastern Pennsyl- 
He will also handle some accounts 
New Jersey territory. This territory 
lormerly assigned to J. B. SHeE.sy, 
now been advanced to the man- 
{ the Foundry Division where he 


| 


: Co-Manager with J. Sammon. 


Bros., 2535 N. 66th St.. Wau- 
have acquired a factory build- 
. ville, Wise., which they are now 


sa, Wis 


this firm makes hand made orna- 
tal products, specializing in ham- 
of copper into trays, bowls, 


etc. Departments: spinning, 
tring. brazing, polishing and buffing. 


WInKLE-Munnineo Co., Mata- 
s reported, have purchased 
building and land at 5th 

“treets, Bridgeport, Conn., 


will establish a manufacturing 
lition to the building which 
bout 20,000 sq. ft., the com- 
icquired railroad siding rights. 


RosenTHaL, president of the H. H. 

Inc., 25 E. 26th St., New 
importers and exporters 
drugs and allied prod- 
\pril 7 on the Washington 
Mrs. Rosentuar. He will 


rs 


ils. 


ai 





For Perfect Scores Use 
METSO CLEANER GG 


\ bos 
OF = 
ROPERLY balanced for sustained cleaning 
action, Metso 66 removes dirt quickly and 
completely. That’s why production superin- 
tendents tell us that Metso reduces their clean- 
ing complaints and saves them money besides. 


Learn how Metso 66 can do these for you. It’s 
easy and it’s quick. Ask for free folder #334. 


PHILADELPHIA QUARTZ CO. 


General Offices & Laboratory : 125 S. Third St., Philadelphia. 
Chicago Sales Office: Engineering Bidg. Stocks in 60 cities. 
U. S. Pats. 1898707 and 1948730 




















DANIELS PLATING MACHINES 


Designed to reduce the cost of plating small articles in bulk 


TYPE O.L.S. Made in Four Sizes 





Patent No. 1936382 


HE machine is built strong and oper- 

ates rapidly due to a novel feature in 
the designing of the conductor frame. The 
frame has a four point contact so placed 
in the bottom of the container that the 
current is equally distributed to all arti- 
cles being plated. The result is a uni- 
form deposit; eliminates the depositing 
or treeing of metal on any part of the 
machine. 


DANIELS PLATING MACHINE CO., INC- 


129 Oliver Street, Newark, N. J. 























WATER WHITE 
MSN MB cooptac wo. e2 


curl in cold weather, or become tacky in moist humid weather, and it does 


not darken with age. 


Gold, silver and other metals, plated 
articles, hardware, buckles, hinges, etc. 


An exceptional value, let us quote you. 


Also a full line of Platers’ Chemicals. 


CHARLES COOPER & COMPANY 


196 WORTH STREET, NEW YORK, N. Y. 


Adds distinction and longer life to your product. Will not crack or 


Recommended for: 








lV rks, Newark, V J 
Established 1857 
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THE ANSWER TO MANY A PLATER’S 


PRAYER 

4 4 
"RADE “ARK GEG VU S.PAT OFF. 

Fupomatic’ 


TO PREPARE METALS FOR PLATING SIMPLY, EFFICIENTLY 
AND ECONOMICALLY. 


LUPOMATIC has perfected a dry tumbling process for preparing metal 
parts for plating. The LUPOMATIC PROCESS gives you a high 
smooth tarnish proof permanent finish—a base for plating which is 
unsurpassed. The process is simple, efficient and fool-proof. Its 
adoption means a vast saving in the finishing and plating of metal parts 
and insures a job which cannot be duplicated by any other method. 
The equipment and compounds required are reasonably priced. The re- 
sults are the most positive. Write for complete details on how you can 
utilize our LUPOMATIC PROCESS for finishing and preparing 
metal parts for plating. 


LUPOMATIC TUMBLING MACHINE CO., INC. 
4515 Bronx Blvd. New York, N. Y. 























Etching Cel-u-lak 





@® The etched metal industries have their own unique and 
specific requirements for finishing materials. We have studied them and 
supplied successfully formulations ideally adapted to the purpose. 
@ ETCHING CEL-U-LAK covers a wide variety of colored finishes on a 


composite cellulose-synthetic resin base with the following characteristics: 
1. Great adhesion to steel, brass, zine, ete. 
2. Marked flexibility toward usual forming and blanking. 


3. Clean and rapid removability from resist wich usual resist 
solvents. Solvent leaves background of Cel-U-lak unaffected. 


4 Usual hardness for above qualities. 


In conjunction with these colored finishes we offer a clear, pale silver 
lacquer of remarkable stability and adhesion. 


THE VARNISH PRODUCTS CO. 


CLEVELAND, OHIO 

















CLE PO Not justa cleaning compound 
J & I 


but a 


Scientific Cleaner Service 


Metal Cleaning is a simple matter when everything is right. But everything is right 
mly when the cleaning operation begins where the cleaning compound is made, and 
is ur plant through the medium of unremitting service by the maker of the 
compound CLEPO cleaning compounds are sold on that basis 
CLEPO service does not consist simply of leaving you with a quantity of chemical 
It includes a definite effort to aid you in fitting the right cleaner to each job in your 
plant We believe this method is the only means by which you can reduce rejects to 
the barest minimum and eliminate | 
by improper cleaning. 
CLEPO cleaners do this because they are scientifically compounded of high purity 
chemicals; always uniform; always supported by CLEPO service 


FREDERIC GUMM CHEMICAL CO., INC. 
538-542 FOREST STREET KEARNY, NEW JERSEY 
TECHNICAL ADVISORS and SALES REPRESENTATIVES 
OLIVER J. SIZELOVE, General Technical Advisor and Sales Representative 


WILLIAM VOSS — JACOB HAY — GEORGE GEHLING 
METROPOLITAN — WESTERN — PHILADELPHIA 


et in your 


ylistered or peeled deposits, or other defects caused 








be away for about 2 months 
England, France, Belgium and 
other countries. While Mr. Ros: 


marily going away for a rest. | 


| 


several foreign connections of | 
Mr. Rosenthal was greeted by 
his friends at a surprise lunc} 
Prince George Hotel on Saturda ™ 


Metal Market 
Review 


April 29, 

Copper, along with other metals 

the turn in the road which (as we 
know after it happens) was in 


the time of writing our last report th: 
was 16%\c per pound electrolytic, On May 
30 this was “jacked up” another 
in order to keep within sight 
don price, copper for export being 
higher. At the end of that week. | 
President Roosevelt at a press i 
stated that the Government would curta 
purchase of durable goods to check the 
in commodity prices and named copper 
one which had risen too high. 1 
nouncement was followed by a sharp 
in the London markets (whether becaus 
the announcement or because the 
ripe anyway, no one knows). Spe 
withdrew their support and consumers a 
disappeared. On April Sth the pric 
duced to l6c; about a week late 
reduced their price to 15%c. On Apr 
another reduction was made to 14 
on April 29th, still another, to I4e. Dur 
this time sales were not overactive, 
week by week, 13,000, 11.250, 7,000 
and 9,022 tons, totalling 46,872 tor 
Statistics for March were decidedly | 
ish, showing a reduction in th 
refined copper of 14,673 tons compared 
the previous month, to 121,448 tons 
U. S. Foreign stocks declined fron 
tons to 186,983 tons. American 
rose to 94,830 tons and foreign 
totalled 115,912 tons. The rate 
tion is apparently keeping abr 
creased production. 
Most elements of the trade 
present price is much closet 
ket conditions than the 17-cent 
immediate future is dificult to pre 
ever. It is still a fact that coppe 
into munitions in large tonnages 
dustry is absorbing it at a ver) 
also that public utilities hav 
into the market for their 
long pull prospects appear to be 
firm; for the short pull, depend 
upon the activity or inactivity 
lative element abroad. Ther 
rumors there about curtailment 
tion. 


Zinc followed the same cours 
past month as copper—downward 


maining at 7%ec per lb.. I 


several days, on April 8th 

to 7e where it rested until Apr 
il dropped to 6.75. Sales were 
production was much higher tha 
53,202 against 37,794 tons. Tot 
the end of March made a new 
183 tons against 24,616 the n 
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nt time the market is quiet ings. Early in April the rise continued to advisement, the possibility of lowering the 





uncertain. 16%, following the London market, but re- price of gold to check the rise in com- 

acted again and this time the reaction con- nodity prices. On April 9th, however, he 

hit a new high for recent tinued to 44%c on April 16. The trend stated that neither he nor the Treasury 

per lb. for Straits during changed and the price went to 45%% wher knew anything about such a plan. 
see-sawed rather violently it now stands. 

xt few days and then went Little business is being transacted and the Scrap Merats led a difficult life. Fol 

reaching 60 on April 12th. tendency is steady. lowing the movement of primary copper, 

lavs at this level it continued Gop figured in the market news for the the scrap refiners raised their scrap bids 

ng to 55.375 on April 26th. first time in many months. A rumor was early in April, following by dropping them 

f writing it is rather dull at 56. circulated that the President had under sharply almost immediately afterward; held 
for the decline in the London 
vas an unexpected though slight in- 


sitc"sonicwne he | INDUSTRIAL FILTERS FOR PLATING SOLUTIONS 


purchasers. fair was 
bout the middle of April but QUALITY PLATING is now the 
leading “Talking Point” in Electro- 


owing week the price broke 
on heavy liquidation. Prospects plating. A necessary requirement 


ertain. to produce such plating is that solu- 
tions are kept clean by filtration. 

Leap was no exception to the general INDUSTRIAL FILTERS are guar- 

Rounding out March at 6.80c per Ib. anteed to operate at rated capacities 

‘;. Louis. it ran into rough water the fol- and are constructed to stand-up on 


week when the London market broke the job for which intended. 


WRITE TODAY for our new com- 
plete price schedule, which includes 
specifications on filters specially 
designed for HOT or BRIGHT 


nickel solutions. 


INDUSTRIAL FILTER 
& PUMP MFG. CO. 


1030 W. North Ave.., 
Chicago, Ill. 


(American price dropped to 6.75 
April 2nd and 5.85 on April 7th. The 
t stimulated buying keeping the 
teady at that figure which still obtains 
time of writing. 
ales week by week were 2,300, 5.700, 10,- 
1800 and 5,651 tons making a total 
j 29.449 tons. Prospects are uncertain due 
vas the general speculative atmosphere in 
Shipments to consumers are high 
a total of 58,000 tons in March. 
Sitver showed temporary activity. In the 
of March it rose to 45%, due to 
speculative buying and lack of offer 














Re ates Volume 


{ Sand Flow 












cicueua LEAN PLATING RACKS 
7) FW Seca HARDENING : ° 
=, os REN SCALE CORROSION RESISTANT 
ad QUICKLY 


Mitotic me 






















for 
a Better 

' sae} (hond from Machining KOROLAC 

ae Better 
wae sod Wem the bands Plating Is the perfect coating for 
7 Enamel your plating racks. 

or Paint ; 

A 


Korolac is not affected by 
any of the plating solutions; 
either acid or alkali. 


MAT OR 
SATIN FINISH 


Aaa NO ACIDS 


UNIFORM 
LEIMAN BROS. PATENTED RESULTS 


CONTINLOUS FEED 


SAND BLAST 


\ LABOR SAVER IN CLEANING 
‘(OULDING SAND FROM CASTINGS 


LEIMAN BROS., INC., CHRISTIE sr. 


Your Foot 


You can save up to 50% of 





your current and metal 
costs. 


Why not let us coat your 
racks? Write for full in- 
formation. 





Philip Sievering, Inc. 


NEWARK, N. J. —_——ss 203 Lafavette S le : Ci 
NEW VOR Gh. & wake seamen 203 Lafayette St., New York City 


SERS OF GOOD MACHINERY FOR 50 YEARS 


en 
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teady for a week or so and then dropped 
them again, when primary copper was set 
at 14%. The intake for March was re 
ported at 20,219 tons, a record since re 
covery from the depression. During the week 
«f April 3rd it totalled 8,300 tons although 
ingot makers were not buyers. During the 
following week intake dropped to 5,300 tons 
and then to 11,600 tons, making a total of 
16.900 through April 17 

Prices of ingot metals followed in the 
tracks of primary copper. Aluminum ingots 
were unchanged and steady to firm. Zine and 
lead serap, of course, were consistently weak 
after the first few days of April. 

On April 1, unfilled orders for brass and 
bronze ingots and billets on the books of 
the members of the Non-Ferrous Ingot Metal 
Institute amounted to a total of 26,408 tons. 

The combined deliveries of brass and 





























bronze ingots and billets by the members 
of the Institute for the month of March, 
1937, amounted to a total of 10,626 tons. 

Non-Ferrous Ingot Metal Institute reports 





















































the average prices pet pound received by 

















its membership on Commerciad Grades of six 











principal mixtures of Ingot Brass during 



























































the twenty-eight day period ending April 16. 
86-10-10 (42% Imp.) 18.64% 
78% Metal 15.115 
81% Metal 16.250¢ 
43% Metal 16.37 
85% Metal 16,472 
No. | Yellow Brass 12.635 


























Wrovcur Merat production and sales 








Metropolitan distributor 
reports that April was 8% behind Mareh, 
and 90% ahead of April 1936. 


were fair. A large 






























ELECTROLYTIC 
duc ers’ Pr ices) 


ref.) 


Reynolds 


fverage Prices for Metals 


Copper c/lb. Duty 4¢/lb. 


LAKI (del. Conn. 


Prices) 


AsTING (f.o.b. 


ZIN¢ (f.o.b. E. 
Duty 1% c/Ib. 
Prime Western 


(for 


Louis) 


cial add 0.05-0.10) 


Tin (f.o.b. N. Y.) 


Straits 


Aluminum Ltd. 
Art Metal Works ; 
Bohn Aluminum & Brass Corp. (March quarter 1937 and 
1936) 
Bridgeport Brass Co. 
Doehler Die Casting Co. 
rar Wood Industries, Inc., 
1936) 
General Cable 
General Electric ¢ 


Parker Rust Proof Co. 

Metals Co. 

Revere Copper & 
1936) 


Savage 


( orp. 


Arms Corp. 









és 








GOLD mine of 
finish informa- 
tion 22 feet 
long, drawn by 















ROXALIN arranged an exhibit to show 
how permanent Flexibility and Adhe- 

sion (No Chipping—No Flaking—No 
Peeling) keep the film INTACT, seal 
out corrosion. Displays present more 
than 200 parts and assembled products 
showing Blue Knight Flexible Finishes 
(both lacquer and synthetic) applied 
on metals, wood, paper, leather, rubber, 
textiles and other base materials; cem- 
onstrating the way famous Blue Knight 
resistance characteristics preserve long 
finish life . . the real foundation 
of customer good will. 









































Manufacturers on the route of the 
TRAIL-BLAZER will be advised of 
call-dates well in advance. To make 
sure of a stop-over, please write Box 
675, Roxalin Flexible Lacquer Company, 
Inc., Elizabeth, N. J. 
































EXHIBIT OF ROXYN-C—The New Synthetic 























PIONEER (since 1924) OF FLEXIBLE FINISHES FINDS 
NEW WAY TO DEMONSTRATE “FINISH-PERFORMANCE” 


TRAIL~BLAZE 


ROXALINGZ42FINISHES 


CELLULOSE & SYNTHETIC TYPES 
ENGINEERED FOR SPECIFIC PERFORMANCE 















lb. Duty 


Producers’ 


Conn. 


Brass 





Leap (f.o.b. St. L.) c/lb. Dut 


lb. 


{ / ( lb. 
wil 
‘ ALUMINUM c/lb. Duty 4 e/Ib 
15.524 NickeL c/lb. Duty 3 c/lb. F 
lytic 99.9% 
15.346 Antimony (Ch. 99%) c/Ilb. 
14.929 I/II 
al ). 
Sitver c/oz. Troy, Duty Free 
6.989 Piatinum $/oz. Troy, Duty | 
Go.tp—Official U. S. Treasury Py 
98.987 $/oz. Troy 


Corporation Earnings 


ey Prorrt 


Ine. 


Grand Rapids Brass Co. (March quarter 1937 and 1936) 
Hoskins Mfg. Co. 
International Silver Co. 
Mueller Brass Co. 
Mueller Brass Co. 


(March quarter 1937 and 1936) 


(Quarter to 
(12 mos. 


Untess Fottowep sy (L) Wuicu ts Loss 


1936 
$2,320,912 
345,669 


: 992,288 

(March quarter 1937 and 1936) 410,413 

(March quarter, 1937 and 1936) 351,957 
(March quarter 1937 and 

195.540 

(March quarter 1937 and 1936) 887,652 

(First quarter 1937 and 1936) 11,626,408 

72,188 

158,564 

(March quarter 1937 and 1936) 163,728 

Feb. 28 1937 and 1936) 337,791 

Feb. 28) 935,160 

quarter 1937 and 1936) 329,850 


Brass Ine. 


(March 





(March 
(Marchquarter 1937 and 1936) 
(March quarter 1937 and 


545,000 


1,414,712 


quarter 1937 and 1936) 71,749 





9c 2 
200,09 


$628,760 
508 886 


535,199 
194,343 


209.62 


169.08 


211,440 


49,267 


23.63 


426.084 


( 


’ 


i+ 


24 KO 
254.109 

















Protect your workers 
with 


DEPENDABLE 


SAFETY DEVICES! 




























@ RESPIRATORS 


For dusts, fumes and spray For 
mists. 


e ACID-PROOF 
CLOTHING 


Includes 
hoods, etc. 





polishers, 


gloves, aprons, 


Chemicals. 


@ SANDBLAST HELMETS 


Don’t take chances on unknown or unproven 
Let Pulmosan give you the 
assurance of more than a quarter-century 
We have a full line 

safety equipment needed in your plant. Writ 


safety devices. 
of safety experience. 


for details on any product. 


PULMOSAN 


SAFETY EQUIPMENT CORP. 


Everything for Industrial Equipment 


Dept. MI, 176 Johnson St., Bklyn, N. 





e GOGGLES 
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grinders 
welders, acid workers. 


e CARBOY TRUCK 
and TILTER 
For handling Acid 


and 






























cial muslin is 
machine pleated ; 
each piece is laid 
with pleats at a 
specified angle to the 
pleats of the next piece: 
the pleated sections are 
then square-stitched together; 
the result is a Yerges Buff. 

These exclusive features of material, de- 
sign and construction provide the match- 
iency and long life of a Yerges Buff. They cut faster—sav- 
r cost. Pockets automatically form at the edge as the buff 


ling and’ saving the abrasive. They do not fray at the 
reasons why so many manufacturers consistently use and 
fexibly insist on Yerges Buffs. Available in wide variety meeting 


juirement. Let us tell you—and show you—what a Yerges 
W do for you. 


YERGES MFG. CO., FREMONT, O. 














CRUCIBLE 


HAUSFEL FURNACES 


(Oil and Gas Burning) 
Make Coke Pit Furnaces Obsolete 


This battery of Hausfeld Stationary Type, Oil Burn- 
ing Crucible Furnaces has replaced coke pit furnaces 
in a famous brass foundry. Each unit is individually 
controlled; operated with only 1% h.p. energy; turns 
out more tonnage in less time and at much lower 
melting cost. 


Write for complete information and illustrations of 
our line of furnaces for melting ferrous and non-fer- 
rous alloys. We design and build them to solve 
every melting problem. 


The Campbell-Hausfeld Company 


500-520 Moore St. Harrison, Ohio 














No plating—no polishing—no lacquering. Pro- 
duction expense cut 20%. 





A more attractive prod- 
uct. Pre-finished American Bonded Metals will 
probably do the same for your product. Our re- 
search department will help you find out. Write 
for free samples and further details. 
I ASIC METALS: Tin, Steel, Zinc, Brass, Copper. 
FINISHES: Nickel, Chrome, Brass, Copper, Gold. 
Strips, Sheets, Coils, Round Edge Flat Wire. 


SURFACES: Bright, satin, striped, crimped, 
corrugated and embossed patterns. 


\MERICAN NICKELOID COMPANY 
8 SI ND STREET PERU, ILLINOIS 


Sales Offices in All Principal Cities 
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Whether it’s a heavy-duty job, 
or delicate jewelry finishing. .. 


MALYE 


a 





SAVES 
4 


SAVES 


Recommended by 50 years of 
brilliant service on the most varied 
and exacting cleaning jobs. 


Not the cheapest . . 
but cheapest in the long run! 


Send for free copy of the Kalye manual. 


RUMFORD CHEMICAL WORKS 


RUMFORD, RHODE ISLAND 
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Supply Prices, April 30, 1937 


Anodes 











LL 

Prices, except silver, are per lb. f.o.b., shipping point, based on purchases of 500 Ibs. or more, and subject to changes due to fluctuating metal mark 
Copret Cast 27 «ec. per Ib. NICKEL: 90-92% 1D ib 
‘ ‘49 per II 


Electrolytic, full size, 217%&c. cut to size 21%&c. per Ib. 
Rolled oval, straight, 21"c.; curved 2%c. per |b. 
. per Ib. 

l44ec. per lb. 





95-97% 
99% +-cast, 47c.; rolled, depolarized, 48. 
SILVER: Rolled silver anodes .999 fine were quoted Apr 


18'4c. per Troy ounce upward, depending on quantity. 


16 per |} 








White Spanish Felt Polishing Wheels 


Thickness 

Diameter Under %” 44-15/16” 1-2” 2-34" Over3%” 
Under 1 6.35-6.40 6.20-6.25 6.10-6.15 6.10-6.15 6.35-6.40 

: 5.85 5.70 5.60 5.60 5.85 
ly Ba ’ #So 5.35-5.40 5.30-5.35 5.30-5.35 5.60 

16 4.95-5.00 4.70-4.85 4.65-4.75 4.65-4.75 4.95-5.00 
6", 8” & 9 3.80-4.25 3.45-3.95 2.45-3.05 2.45-3.00 2.90-3.35 
10” to 18 3.80-4.25 3.45-3.95 2.45-2.95 2.45-2.75 2.90-3.25 
Over 18 3.80-4.25 3.45-3.95 2.70-3.05 2.70-3.00 2.90-3.35 

Prices above are for less than 50 lb. For 50 to 99 lb. deduct 5% 
from list: for 100 lb. and over deduct 10%. 

Opp Diameters: (7” & 11” to 17”). Less than 50 Ib. add 40c per 
lb. to above “Even Diameters” list. 50 Ib. or over—all one size 
ind consistency and in one shipment—-same as “Even Diameters” 
list above 


On grey Mexican wheels deduct 10c per lb. from above prices. 


Cotton Buffs 


Full dise open buffs, per 100 sections when purchased 
100 or less are quoted: 


16” 20 ply 84/92 Unbleached 
14” 20 ply 84/92 Unbleached 
12” 20 ply 84/92 Unbleached 
16” 20 ply 80/92 Unbleached 
14” 20 ply 80/92 Unbleached 
12” 20 ply 80/92 Unbleached 
16” 20 ply 64/68 Unbleached 
14” 20 ply 64/68 Unbleached 
12” 20 ply 64/68 Unbleached 


Sewed Buffs, per lb., bleached or unbleached 5% 


in 














Chemicals 


These are manufacturers’ quantity prices and based on delivery from New York City. 


Acetone C. P lb. 062 


Acid-—Borie (Boracic) granular, 9942+-% ton lots Ib. .0514-.05% 
Chromic, 400 or 100 |b. drums .16%4-.16% 
Hydrochloric (Muriatic) Tech., 20 deg., carboys Ib. 03 
Hydrochloric, C. P., 20 deg., carboys lb. 0642 
Hydrofluoric, 30%, bbls. lb. .07-.08 
Nitric, 36 deg., carboys lb. 05-0614 
Nitric 12 deg., carboys lb. 07-.08 
Sulphuric, 66 deg., carboys lb. 029 

Alcohol Butyl, drums Ib. .09%4-.10'% 
Denatured, drums gal. 30-476 

Alum Lump, barrels lb. .03%4-.034 
Powdered, barrels Ib.  .0340-.0365 

(mmonia, aqua, com’lL, 26 deg., drums, carboys lb. .0244-.05 

Ammonium—Sulphate, tech., bbls. lb. .03%-: 
Sulphocyanide, technical crystals, kegs lb. 

Arsenic, white kegs lb. 

Asphaltum, powder, kegs lb. 

Benzol, pure, drums gal. 

Borax, granular, 9942+-%, ton lots lb. .0245-.0295 

Cadmium oxide, 50 to 1,000 Ibs. lb. 20 

Calcium Carbonate (Precipitated Chalk), U. S. P. Ib. .05%-.07% 

Carbon Bisulphide, drums Ib. .05%4-.06 

Chrome, Green, commercial, bbls lb. .21-.24 

Chromic Sulphate, drums lb. 33-0 

*Copper— Acetate (Verdigris) Ib. 28 
Carbonate, 53/55% cu., bbls lb 
Cyanide (100 |b. kgs.) lb. 

Sulphate, tech., crystals, bbls Ib. = .0540-. 
Cream of Tartar Crystals (Potassium Bitartrate) lb. .20% 
Crocus Martis (fron Oxide) red, tech., kegs lb. 

Dextrin, vellow, kegs lb. 

Emery Flour (Turkish) lb. 

Flint, powdered ton 

Fluorspar, bags lb. 

*Cold Chloride 
Gold Cyanide, Potassium 41 
Gold Cyanide Sodium 46! 

Gum-—Sandarac, prime, bags 

Shellac, various grades and quantities 

Iron Sulphate (Copperas), bbls. 


* Subject to fluctuations in metal prices 
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Lead—Acetate (Sugar of Lead), bbls. lb. 
Oxide (Litharge), bbls. lb. 
Lime Compositions for Nickel lb. 
Lime Compositions for Brass lb. 
Mercury Bichloride (Corrosive Sublimate) lb. 
Methanol, (Wood Alcohol) Pure, drums gal. 
Nickel—Carbonate, dry bbls. lb. 
Chloride, bbls. lb. 
Salts, single, 425 lb. bbls. lb. 
Salts, double, 425 lb. bbls. lb. 
Paraffin lb. 
Phosphorus—-Duty free, according to quantity lb. 
Potash Caustic Electrolytic 88-92% broken, drums |b. 
Potassium—-Bichromate, casks (crystals) lb. 
Carbonate, 98-100% lb. 
Cyanide, 165 lbs. cases, 94-96% lb. 
Pumice, ground, bbls. lb. 
Quartz, powdered ton 
Rosin, bbls. lb. 
Sal Ammoniac (Ammonium Chloride) in bbls. Ib. 
Silver—Chloride, dry, 100 oz. lots oz. 
Cyanide, 100 oz. lots oz. 
Nitrate, 100 ounce lots oz. 
Soda Ash, 58%, bbls. lb. 
Sodium—Cyanide, 96 to 98%, 100 Ibs. lb 
Hyposulphite, kegs, bbls. lb. 
Metasilicate, granular, bbls. lb. 
Nitrate, tech., bbls. lb. 
Phosphate, tribasic, tech., bbls. lb. 
Silicate (Water Glass), bbls. lb. 
*Stannate, drums lb. 
Sulphocyanide, drums lb. 
Sulphur (Brimstone), bbls. lb. 
Tin Chloride, 100 lb. kegs lb. 
lripoli, powdered — 
rrisodium Phosphate—see Sodium Phosphate. 
Wax Bees, white, ref. bleached lb. 
Yellow, No. 1] lb 
White Silica Compositions for Brass lb 
Whiting, Bolted lb 
Zine—Carbonate, bbls. lb 
Cyanide (100 lb. kegs) lb 
Chloride, drums, bbls. lb. 
Sulphate, bbls. lb. 


Metal Prices on pa 
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with 
FIRST CHOICE 





























The advertising agency in question, 
mailed a double postcard ques- 
tionnaire to a list of names in the 
metal trade. Trade paper choices. 
were requested in order of their. 
importance. No names of publica- 
tions were listed... no suggestions 
given. Results of this test are shown 
below—and METAL INDUSTRY took 
an outstanding place of leadership. 


ee r: fais” 


lt is safe to assume that the value of a trade paper to an advertiser is determined by its 
readership... reader interest and responsiveness. Readership is based on reader confi- 
dence and respect for the editorial policy and in the service which is received from it. 


One way for a trade paper to prove definitely the interest and responsiveness of its readers 
is to ask the readers themselves. But it is even more impressive if a manufacturer deter- 
mines for himself, among his own customers, the question of trade paper readership. 


METAL INDUSTRY, the first trade paper in the world devoted exclusively to non-ferrous 
metals and plating, and ao member of the Audit Bureau of Circulations, continuaily urges 
manufacturers to determine among their own customers just what trade papers they read 
and how they list them in order of importance. 


Recently a survey was conducted by an advertising agency acting for three clients, among 
a representative group of names in the metal trade to ascertain which trade popers they 
read and their choice in order of importance. Again, METAL INDUSTRY ranked FIRST 
CHOICE in readership by a great margin. 


As a result of such evidence more and more manufacturers are concentrating their adver- 


tising in METAL INDUSTRY, 120 JOHN STREET, NEW YORK, N. Y. 


‘s 
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Metal Prices, April 30, 1937 


(Import duties and taxes under U. S. Tariff Act of 1930, and Revenue Act of 1932) 








New Metals 


Copper: Lake, 14.125, Electrolytic, 14.00, Casting, 13.75. QUICKSILVER: Flasks, 75 lbs., $95. Bismutu, $1.00. 
Zinc: Prime Western, 6.75. Brass Special, 6.85. Capmium, 90c to $1.20. Sirver, Troy oz., official 
in: Straits 55.25. Leap: 5.85. (pr. 30, 45c. Gorn: Oz. Troy, Official U. S. Treasury 
ALuminum, 20. ANtimony, 15.25. 


Scrap Gop, 6%4c. per pennyweight per karat, dealer 
NicKeL: Shot, 36. Elec., 35 


Pi ATINUM, OZ. Troy $55.00. 
Duties: Copper, 4c. lb.; zinc, 154c. lb.; tin, free; lead, 24ec. Ib.; aluminum, 4c. lb.; antimony, 2c. Ib.; nickel, 3c. lb.; quicksilver, 25c. |b 
742%; cadmium, 15c. lb.; cobalt, free; silver, free; gold, free; platinum, free. 





Ingot Metals and Alloys Old Metals 
U. S. Import ’ } 
Cents Ib. Duty Pas‘ Dealers’ buying prices, wholesale quantities: 
No. Yellow Brass 11.75 None . Ib2 Cents. |b. Duty 
85-5 14.75 None *. Ib.’ Heavy copper and wire, mixed 10%4toll% Free 
88-10-2 18.75 None >. lb. Light copper 94to 91% Free 
80-10-10 16.75 None ». Ib. Heavy yellow brass 6ato 6% Free 
Manganese Bronze (60,000 t. coe ; Light brass 6 to 6% Bene 
emer , L oU None re Ib." No. 1 composition 8%to 9 Free 
Aluminum Bronze 20.50 None le. lb. ( ie: “ee g1 = ay 

Monel Metal Shot or Block 28 25% a. V. None omposition turnings 8i2to 8% Free 
Nickel Silver (12% Ni) 17.00 20% a. v. i. tet Heavy soft lead eto 4% 2'Ke. lb. 
Nickel Silver (15% Ni) 19.50 20% a. Vv. de. |b. Old zine Stato 3% l'2c. Ib. 
No. 12 Aluminum 19-25 te. lb. None New zinc clips Hato 4% 1c. Ib. 
Manganese Copper, Grade A Aluminum clips (new, soft) 14%etol5 be. Ib. 
(30%) 95.50 , a.\ . |b. Scrap aluminum, cast 12%tol2' ke. Ib. 
Phosphor Copper, 10% 19-2] sc. lb. . Ib. Aluminum borings—turnings 8 to 9 be. Ib. 
Phosphor Copper, 15% 20-22 sc. Ib. . lb. No. 1 pewter 33 to 34 


o Free 
Silicon Copper, 10% 24-36 


15% a. v. : a Electrotype ato 5% 2'éc. lb. 
Phosphor Tin, no guarantee 65-75 None None Nickel anodes 26 to 27 10% 
Iridium Platinum, 5% (Nominal) . $62.00 None None Nickel clips, new 28 to 29 10% 
Iridium Platinum, 10% (Nominal) $66.00 None None Monel scrap 8loto 17 10% av. 


*Duty is under U. S. Tariff Act of 1930; tax under Section 60 (7) of 
Revenue Act of 1932. 


1On copper content. On total weight. “a. v.’’ means ad valorem. 


*On lead cont 





Wrought Metals and Alloys 


The following are net BASE PRICES per pound, to which must be added extras for size, shape, quantity, packing, etc., or discounts, as shown 
manufacturers’ price lists, effective since April 29, 1937. Basic quantities on most rolled or drawn brass and bronze items below are from 2,000 to 5,00 
pounds; on nickel silver, from 1,000 to 2,000 pounds. 


Copper Material Brass and Bronze Material 


Net base per Ib. t Yellow Red Brass Comm’]. 
91: , Brass 80% Bronze Duty 
tt ho ” | in | ) y, ‘ wad) 
Sheet, hot rolled 21%e. : : Sheet 19toc. 203 2c. 2142 te. lb.) U.S 
m Wire 19%c. 20%c. 21% 20% | port | 
Seamless tubing 22%ac. re ° Rod 16 ec. 20. 21% tc. ib. > 4e. If 


* Each of the above subject to import tax of 4c. lb. in addition to duty Angles, channels 28 oc. 29 cc. 30 12c. Ib. | copp 
under Revenue Act of 1932. 


Bare wire, soft, less than carloads 18x. 


Seamless tubing z2mhe DB ce 235 8c. |b. | conte 


, - Open seam tubing Be. Dea BW 20% a.v. 
Nickel Silver 
Net base prices per Ib. (Duty 30% ad valorem.) Tobin Bronze and Muntz Metal 
Sheet Metal Wire and Rod . a Se ms See 
, . Net base prices per pound. tc. Ib. on copper conter 
Quality 29%4c. 10% (Quality Tobin Bronze Rod 
Quality 31%e. 15% Quality ‘ Muntz or Yellow Rectanenuler and other sheathing 
Quality 32%4c. 18% Quality Muntz or Yellow Metal Rod 





Aluminum Sheet and Coil Zine and Lead Sheet 
(Duty Te. per Ib.) Cents per |». 
Zine sheet, carload lots standard sizes and Net Base 
gauges, at mill, less 7 per cent discount 13.00 
Zine sheet, 1200 lb. lots (jobbers’ prices) 13.75 
Zine sheet, 100 lb. lots (jobbers’ prices) 17.75 
Rolled Nickel Sheet and Rod ee ee =" 
Full Lead Sheet (base price) 9.25 
Net Base Prices Cut Lead Sheet (base price) 950 


Aluminum sheet, 18 ga., base, ton lots, per lb. 


Aluminum coils, 24 ga., base price, ton lots, per Ib. 


Cold Drawn Rods air Standard Cold Rolled = i - . 
Hot Rolled Rod , ais Block Tin, Pewter and Britannia Sheet 
0 ollesr rods ”. ee . 


(Duty Free) 


Monel Metal Sheet and Rod fein a ao," —_ — = or = ] os 
sheet, 0. 2a » = . yvauge, inches wide or ess 
Hot Rolled Rods (base) 35« No. 35 Sheets (base) ic. all f. o. b. mill: 
Cold Drawn Rods (base) 40c. Std. Cold Rolled Sheets (base) 500 the over 1Se. above N 
100 to 500 Ibs. l7c. above N. 
Silver Sheet I p to 100 lbs. 25c. above N. 
I p to 100 lbs. 25c. above N 


Rolled sterling silver (April 30) 47%4c. per Troy oz. upward 
according to quantity. (Duty, 65% ad valorem.) 


. . J 
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Giant K & B “Cyclones’’ at Trico Products Corporation, Buffalo, N. Y. 


AnotherKIRK «BLUM Blower System 
melt ot TRICO... 


In 1929, Trico Products Corporation, Buffalo, selected Kirk 
& Blum to design and install a dust collecting system in the 
new buffing and polishing department. The improved work- 
ing conditions, complete absence of dust in the air, and the 
high degree of cleanliness obtained indicated the efficiency of 
the system and made it a decidedly paying investment. It 
proved so satisfactory, that additional K & B Equipment has 
since been installed. 














complete system for 93 additional buffing and polish- 


ithes at Trico was a recent repeat order. 






This is but one of the hundreds of instances where K & B 
have been called upon by industrial leaders to provide a 
cleaner, healthier plant ... to help speed production . . . cut 
operating costs. If you have a dust collecting or fume removal 
P problem, our engineers will gladly show you how to solve it 
efficiently and economically—just as they have at Trico. Write 
for the details. 










| Kirk & RLUM 


Blower Systems 





THE KIRK & BLUM MANUFACTURING CO. 
2859 Spring Grove Avenue Cincinnati, Ohio 
Chicago Office: 3843 N. Central Park Ave. 
Pittsburgh: The Bushnell Machinery Corp., 1501 Grant Blidg. 
Louisville: Liberty Eng. & Mfg. Co., Inc., 1233 So. 10th St. 


e-up view showing installation of K & B Buffing 
lishing Hoods at Trico. 
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ELECTRO-PLATERS REVIEW 

“From Ingot to Finished Product” PLATING - FINISHING 





FABRICATION - ASSEMBLING 








CONTENTS ° 





VOLUME JUNE, 1937 NUMBER 6 





The History of the American Electro-Platers’ Society—By George B. Hogaboom 

. Adv. page 3 
Editorial Comment ; 267 
Silver Jubilee Convention of the American E hestre p laters’ Society 268 
Exhibition of Contemporary American Silver... i Seeie-esas wits wd a Acekena sc ea a 


Z2ivd 
Rapid Electrodeposition of Iron from Ferrous C hloride Baths 275 
Manufacturing Metal Novelties and Toilet Ware .... 276 
Testing with pH Papers—By T. H. Chamber lain ; 279 
Hot Tinning Cast lron—By Wallace Imhoff. 280 
Metal Rectifiers for Electro-Plating ae 
Melting Aluminum Turnings—By W. J. Reardon 
Stripping Metal Deposits By Nathaniel Hall . 
Weights of Bag and Purse Frame Blanks—By Charles 'W. Hard) 
Melting Oily Turnings—By W. J. Reardon 
Spotted Castings—By W. J. Reardon REIL EI AS OP EE LOS EP ee 
The Purchase ond Use of Lacquers by Metal M enubactaces rs — By Gustave Klinkenstein 
Sunburst Effect—By - B. Hogaboom, Jr. 
Britannia Mixture—By W. J. Reardon ; 
The Fundamentals of ‘ed Coating Equipme: nt—By A, W . Christen onsen ... 
Foundrymen’s Forty-first Annual Convention Held in Adilwaukee By H. V. St. ‘Join 
The Treatment of By-Products Formed in the Hot-Dip Galvanizing Process—By Wal- 
lace G. Imhoff . 
Reducing the Cost of Milling Aluminum Cast ings—By , 


Shop Problems 

Metal Castiirg Digest 

Modern Préduction Equipment 
What the Reader Says 


Personals 

Obituaries 

News from Field Correspondents 
Metal Developments 

Verified Business Items 

New Books 3k: Metal Market Review 
\ssociations and Societies } Supply Prices 


Metal Prices 328 





METAL INDUSTRY articles are listed regularly in the Engineering Index and the 
Industrial Arts Index. 

















Publication Office: 116 John Street. New York, N. Y. 
Founded January, 1903 by PALMER H. LANGDON, 1868-1935 


L. J. LANGDON, Publisher PALMER H. LANGDON, Assistant Editor JOAN TRUMBOUR, 


ADOLPH BREGMAN, Managing Editor THOMAS A. TRUMBOUR, Business Manager Asst. Advertising Mar. 
ADVE RTISING RATES on application Forms PUBLISHED MONTHLY—Copyright i. 
ciose the first of the month. Advertising copy -er’s Guide ertising 5 Metal Industry Publishing Company, Ir 
should be mailed in time to reach us on or before Buye rs Guide Adverti — P. 959 116 John St., New York, N. Y. Entered 
ao Sh of the euneedian wk 25, 1903, at New York, N. Y., as s 
the 2th —_ s me month matter under Act of Congress, March 
METAL INDUSTRY reserves the _ right to SUBSCRIPTION PRICES: United Sta 
investigate all products offered for advertisement, : Yer Year; Canada and Foreign $4.0 
to refuse advertising considered unsuitable and copies, 20 CENTS. Please remit by 
to edit advertising copy when necessary. money order; cash should be registere 














28 METAL INDUSTRY, June, 








